pt SO SD OT SD mB TO 


oow- 


BRAD AES DS i OS CAT 80 S98 OH Od Ft 09 GO OE OE et et 00 8 SS im et et SO SD 


. Fs 





FRED W. VOGEL, Editor 








Volume 4 MAY, 1940 Number 8 
Published monthly by 
Gardner Publications, Inc. CON T ENT S 


431 Main St. 
Cincinnati, Ohio 


DON G. GARDNER 


President and 
General Manager 


JOHN M. KRINGS 
Advertising Manager 


GEORGE E. HAY 
431 Main St., Cincinnati 
Main 0182 


G. M. FILLMORE 
342 Madison Ave. 
New York 
Murray Hill 6-3899 


GEORGE H. MEYERS 
Tribune Tower, Chicago 
Superior 2290 


Member 


Printed 
in U.S. A: 


Copyrighted 








High Speed Finishing for Domestic Washers and Ironers... 9 
By F. K. MuELLER 


Modern Equipment Solves Scientific Instrument 


Eimtshiing: BRODIGWe << 5 weiss ote cie sei areas 18 
By J. T. Roonty 
How Effective Are Hot-Dip Zinc Coatings?............... 24 
By WALLACE G. IMHOFF 
Metal Coloring Theory and Practice—Part V............ 38 
By Joseru B. KusHNner 
Barrel Finishing of Metal Products................---00e 48 


By H. L&troy BEAVER 


Practical Applications of Modern Equipment 


How We Cut Cleaning Costs and Obtained 
arene RMRINSte a8 cs usc lio eae rare eer 54 
By I,. ly. MANLEY 


Gilictent-bitptioners 24. woe al eee aan 55 
By Roser’ J. GREEN 

Finishes That Aid in Appearance and Utility.............. 62 

New Plant Equipment and Materials..................04- 64 

Opportunity: Seaham sis s62/45 mace oes eracisnee a eraween MM 

For Your Catalog Gintanys 6.2 en 2eesec eins tees ensweaees 78 

INGO 1c ROVGEHSOMGNISs —. ove, Selene > a es ee 80 





More Than 15,000 Circulation This Issue 























Lightweight welded Monel baskets still good 
after long service in 6 to 10% sulfuric at 180°F 


At the plant of Enamel Products Company, Cleveland, Ohio, are ; W 
eight Monel pickling baskets, of which the above is one. Light in awe 
weight, and made of Monel all-welded, they are used for pickling pee 
kitchen table tops and other products, prior to enameling. press 
What advantages do these baskets offer? One... they are still lies 
good after eleven years’ service. Two...there has been no trouble pe 
with copper flash during this period. Three... light in weight, they pans 
make possible the handling of big payload, at low cost. ak 
More information on Monel for pickling equipment? Simply capa 
caiusliaai skill, 
THE INTERNATIONAL NICKEL COMPANY, INC. | = 
67 Wall Street New York, N. Y. | 
no s 
““Monel”’ is a registered trade-mark of The a tir 
International Nickel Company, Inc., which is | _ bilit; 
NM 0 N & Ll VN applied to a nickel alloy containing approxi- 
t= ~ mately two-thirds nickel and one-third copper. 
May 
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HIGH SPEED FINISHING FOR 
DOMESTIC WASHERS 
AND [RONERS 


Here is a production finishing set-up that has enabled 
a washer and ironer manufacturer to become 
a leader in the field. 


By F. K. MUueELLer 


Factory Manager, Conlon Corporation 


HEN the Conlon Corporation, 

Cicero, Illinois, began the manu- 
facture of domestic washing machines 
twenty-five years ago there was no 
pressure of high-speed production 
demands to contend with. Produc- 
tion of washers fine enough and in 
sufficient quantity to satisfy the mar- 
ket was merely a matter of plant 
capacity, man - power, and human 
skill. Machines were assembled fast 
enough but finishing them to with- 
stand the abuse of rough usage with 
no sacrifice of beauty, seemed to be 
a time-consuming job with no possi- 
bility of maintaining maximum qual- 
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ity and quantity at high speed. 

Fifteen years ago, with their ad- 
vent into the manufacture of house- 
hold ironers, it became apparent to 
this company that some way had to 
be found to hasten the finishing time. 
The answer was found when the fin- 
ishing department and engineering 
staff coordinated their efforts to con- 
sider the problem together. 

As a result of their research, the 
former finishing room now operates 
on a continuous-motion production 
basis that moves a washer or cabinet 
ironer from the assembly room to the 
shipping department in less than two 
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hours. Though the plant is not large, 
a daily capacity of 350 to 400 ma- 
chines is not unusual. Yet, the qual- 
ity and uniformity of finish achieved 
is one of the reasons why Conlon 
washers and ironers are among the 
leaders in their field. 

The first problem, of course, was 
to discover a finish that would lend 
itself to speed finishing. Literally 
hundreds were tested for durability, 
ease of handling, retention of color 
and resistance to alkalies and sul- 
phur dioxide. 

Finally, one was lo- 
cated that met all their 
demands and, in addi- 
tion, permitted a one- 
coat finish job of great 
serviceability. The fin- 
ish that was selected 
is marketed under the 
trade name of Poly- 
merin by the Ault and 
Wiborg Corporation. It 


Fig. 2— Spray-painting an 
ironer unit in one of the 
booths. The hydraulic table 
on which the ironer is lo- 
cated has just been raised 
to make the sides and un- 
derpart easily accessible to 
the spray. 
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Fig. 1—Last ste 
fore finishing, > 


ing the — assemblej 
lroners being M.ta. 
prepped. The Opera. 
tor on the right jg 
Placing masking tap, 
on parts in order to 
Protect and maintain 

the chrome finish, 


is a finish that 
sets dust - free 
with the speed of 
a lacquer, has the 
productive char. 
acteristics of synthetic finishes and a 
remarkably short curing time that 
makes production-line methods pos. 
sible in the finishing room. Produc. 
ing a beautiful white that will not 
chip nor mar or turn yellow with 
age, the finish is actually the nearest 
to vitreous enamel of anything found 
so far. 

With the right finish selected, the 
engineering staff went to work to 
develop a production system capable 
of utilizing all the advantages made 
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possible by their selection. This was 
accomplished by installing a con- 
stant-motion conveyor and synchro- 
nizing the operations of the finishing 
room to its motion. 

All parts used in the assembly of 
the washers and ironers are cleaned 
in an automatic degreasing machine. 
Then, before the assembled product 
goes to the finishing department, it is 
coated with Metalprep to remove any 
grease or dirt that might have been 
accidentally rubbed on the work dur- 
ing the assembling operations. This 
process not only cleans the machine 
put also etches the metal, thus mak- 
ing it more receptive to the paint. 
The workman shown at the left in 
Fig. 1 is applying the Metalprep solu- 
tion to the work. This is the final 
operation in the assembly line be- 
fore the machines are masked and 
wheeled into the finishing depart- 
ment. The workman shown at the 
right in Fig. 1 is masking plated 
parts to protect them from being 
coated with the Polymerin finish. 

In the finishing department, the 
workpieces are once more tack- 
ragged to make sure no dust re- 
mains. It is emphasis on absolute 
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Fig. 3—Central finishing material feed source 

for spray booths. Paint for all booths is 

mixed in the left-hand tank. Air pressure to 

all guns is delivered from the tank on the 
right. 


cleanliness that insures smooth, con- 
tinuous operation through the finish- 
ing department with no hold-ups. 
The Polymerin 
is applied to the 
work in a row 
of modern spray 


Fig. 4 — Illustration 
showing the manner 
in. which the finished 
ironers are placed on 
the conveyor belt at 
entrance to the oven. 
Although temperature 
is 280 deg. just in- 
side the _ entrance, 
high-velocity air 
screen keeps all heat 
inside while entrance 
and exit are left wide 
open throughout daily 
operation. 
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Fig. 5—After fifty-five minutes of baking, the ironers come out of the oven and pass directly 
under a cooling hood. 


booths as shown in Fig. 2 which are 
equipped with exhaust stacks to draw 
off fumes. Because of the impor- 
tance of color uniformity, paint is 
mixed for all booths at a central 
source and fed, along with air pres- 
sure, to all booths alike. A view of 
the finishing material mixing room is 
shown in Fig. 3. The entire day’s op- 
erations remain under constant con- 
trol with the assurance of no possi- 
ble variations in color or depth of 
finish. The painting department is 
kept under constant static pressure 
to eliminate the danger of dust in the 
air and for added protection, the en- 
tire room is scrubbed from top to 
bottom once a week. The floor is 
then wiped with a suitable light- 
viscosity oil. 


In applying the finish, there is no 
pause in the operations. Pneumatic 
lifts in the floor of each booth quick- 
ly move the machine to the proper 
height and position. A fine coat of 
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finish is sprayed on and _ without 
pause, the final heavier coat is spray- 
ed over this base. The machine is 
then ready for baking. 


The constant-motion conveyor 
starts at the entrance to the oven as 
shown in Fig. 4. Machines are wheel- 
ed from the spray booths up an in- 
cline onto this conveyor on rough 
casters which were placed on each 
unit during assembly. From. this 
point, the remainder of the finishing 
operation is automatic. 


The baking oven is of the latest 
type, gas heated and indirect fired, 
supplying a million BTU and equip- 
ped with electric controls to main- 
tain constant temperature over its 
entire cubical area. The oven is 
painted inside with aluminum paint 
to increase heating efficiency and 
make it easier to clean. Here, too, 
cleanliness is important. The entire 
oven is vacuum cleaned and wiped 
at least once a week. 
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ALMOST 


A MILLION 


or space cleaned 


feet of flo 
square 5 OF WY ANDOTTE 


WITH 300 POUND 











WyanpoTTeE likes big jobs — 
whether it’s a big job of metal 
cleaning or a big job of floor 
cleaning, we’re equipped to de- 
liver results and keep produc- 
tion moving at a low cost. 
Wyandotte Detergent, for ex- 
ample, recently turned in this 
big record: cleaned 907,000 
square feet of floor space in 12 
days with only 300 pounds of 


material. A man-sized job—at 
minimum cost—this figures out 
to one pound of Wyandotte to 
3 thousand square feet cleaned! 

Your local Wyandotte Ser- 
vice Representative will help 
you get similar results with any 
of your problems — such as 
cleaning steel, die cast, or brass 
prior to bright nickel, or clean- 
ing strip stock for tinning. 


Wyandotte xm 


, 1940 


THE J-B-FORD SALES CO- 
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To make possible a constant flow 
of machines in and out, the oven is 
equipped with Air Seals instead of 
doors. High pressure blowers recir- 
culate the heated air inside the oven 
and throw it across entrance and exit 
ends at high speed. The screen of 
air is 100 per cent efficient, insuring 





Fig. 6—A view showing the conveyor under the cooling hood 
and the oven. Ironers are in constant motion throughout the 
entire lengh of oven and cooler. 


no heat loss throughout an entire 
day’s operation. 

The conveyor, an automatic slab- 
type, carries the machines the length 
of the oven in fifty-five minutes of 
constant motion so that there are 
always wet finishes going in and dry 
ones coming out. The speed of the 
conveyor can be varied but for nor- 
mal operation, fifty-five minutes with 
the oven at 280 deg. completes the 
baking. The oven capacity is forty 
washers or cabinet ironers at a time. 


Machines from the oven are too hot 
to be handled and this presented one 
of the major handicaps to speed pro- 
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duction. Additional cooling time was 
required and an accompanying neeq 
for storage space and extra handling 
operations. 

To defeat this obstacle, a cooling 
system was installed just beyond the 
oven exit and directly over the cop. 
stant-motion conveyor. A_ view of 
this cooling system can 
be seen in Fig. 5. A 
special booth on the 
plant roof contains q 
miniature air condition- 
ing system that screens 
out all dust and par- 
ticles from in-drawn 
air. In summer, spray- 
ing water over screens 
results in a marked 
temperature drop. 

This clean, cool air 
is drawn by blower 
down into the finishing 
room and projected 
through ducts at high 
pressure that practi- 
cally forces the heat 
from the machines 
passing beneath the 
cooling hood. At nor- 
mal conveyor speed, it 
takes each machine 
five minutes to pass 
through this cooling blast and by the 
time they reach the end they are 
cool enough to be comfortably han- 
dled. Two closeup views of the ma- 
chines passing beneath the cooling 
unit are shown in Figs. 6 and 7. 


The finishing operation is complete 
at this point. Here an operator slips 
off the rough casters and sets each 
machine on a wood frame base. Two 
pegs at opposite corners of the frame 
fit into caster holes in the legs to 
produce a tight union of machine and 
frame. The machines then travel on 
this flat base around a manual roller- 
type conveyor for the final opera- 
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The low temperature, low cost 
penetrating black finish for steel. | | 


hia RESULTS | 


. . we are happy to say that we 
are getting five times the wear 
from PENTRATED bearings over 
other bearings in our high test 
gasoline pumps. (Incidentally the 
bearings are the same as previous- 
ly used except for the Pentrating.} 


. . . Ball Bearing Co.* 







ce" 


.... besides the beautiful appearance, our taps 
stand up for 27,700 pieces E grind instead of 
6,000 before we adopted PENTRATE. 


. . . Manufacturing Co.* 


. . « we are delighted with the appearance and uni- 
formity of color in our spark plug shells since we've 
been Pentrating. In addition to eliminating the uncer- 
tainty of color, the cost of 7 mils per pound to PEN- 
TRATE is materially less than other methods. 


.. . Spark Plug Co.* 


HEATBATH CORPORATION 
SPRINGFIELD - - - - - - - MASSACHUSETTS 


“These excerpts are from our files—names and further information on request on your 
company letterhead. 
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tions of removing masking tape, at- 
taching the parts and preparing them 
in their finished form. The end of 
this conveyor lies in an inspection 
booth where they receive final okeh 
or rejection. From there, less than 


Fig. 7—An underside 
view of the cooling 
hood. The pipes are 
ducts through which 
clean, cooled air jg 
blown at high pres. 
sure over the freshly. 
baked machines, 


two hours since 
they left the as- 
sembly room, the 
washers or iron- 
ers are ready for 
delivery. 


Naturally | this 
production line 
system costs 
money to install 
but resulting 
profits have long ago offset this in- 
vestment. The fact that today Con- 
lon washers and ironers are among 
the leaders in the home appliance 
field is due in no small measure to 
this production system. 








ed, 


‘“‘Heat It Electrically With Chroma- 
lox.’’ This is the title of a 64-page cata- 
log that is now being issued by Edwin 
L. Wiegand Co., 7500 Thomas Blvd., 
Pittsburgh, Pa. The catalog is planned 
and arranged to help the reader find 
without delay the detailed information 
necessary when using electric heat. 

Many types of electric heating units 
in hundreds of various sizes are illus- 
trated and described. Each type has 
been developed to meet certain heat 
requirements. 

This catalog covers a part of the 
many different types of Chromalox elec- 
tric heating units and equipment and is 
said to be the most complete line of 
products available for heating applica- 
tions up to 1,000 degs. F. Engineering 
data such as installation instructions, 
suggestions, and drawings show exactly 
how heaters can be installed. There are 
information tables and charts which aid 
in the selection of the type, size, and 
rating of heaters. Copy free. 


16 | PRODUCTS FINISHING 


Pemco Neopake Frit. A _ bulletin de- 
scribing a new opake enamel to be 
known as Pemco Neopake Frit is now 
being issued by The Porcelain Enamel 
& Mfg. Co., Pemco and Eastern Aves. 
Baltimore, Md. Among the features of 
this new enamel are one coat applica- 
tion, wide burning range, minimum ma- 
terial consumption, and elimination of 
black specking and blistering. 

A copy of this bulletin will 
free upon request. 


be sent 


Paint Progress No. 2. The second is- 
sue of Paint Progress is now being is- 
sued by The New Jersey Zinc Co., 160 
Front St., New York, N. Y. This issue 
contains paint engineering data which 
will be of interest to metal department 
executives. 

A copy of this bulletin will be sent 
free upon request. 





Mention PRODUCTS FINISHING when 
writing to advertisers. 


May, 1940 











RUS 


Udyli 
whick 
prote 
Cadr 
ferro. 
lustre 
easily 
Udyli 
cesses 
price 

lowes 
e Inv 
facili 
nated 


NEW ' 


May, 


lerside 
Ooling 
CS are 
which 
air js 
Pres- 
eshly. 
nes, 


Since 
2 as- 
, the 
iron- 
y for 


this 
ine 
OSts 
stall 
ing 
3 in- 
Con- 
nong 
ance 
e to 


| de- 
» be 
now 
amel 
ves. 
s of 
lica- 


n of 


1940 











UDYLITE-CADMIUM 








; 


RUST PROTECTION - ECONOMY - EYE APPEAL in ONE FINISH! 


Udylite-Cadmium is the one finish—the only one— 
which offers the combined advantages of efficient rust 
protection, lowcost and attractiveness. e Udylite- 
Cadmium is unexcelled as a protective coating for 
ferrous and many non-ferrous metals. It is bright, 
lustrous, very attractive to the eye. It may be simply and 
easily applied to a broad range of products by the 
Udylite process— probably the simplest of all plating pro- 
cesses. @ Udylite-Cadmium costs little. The present 
price of cadmium metal puts Udylite-Cadmium in the 
lowest price bracket among the protective metal finishes. 
e Investigate the advantages of Udylite-Cadmium. Every 
facility of the Udylite Corporation, the firm which origi- 
nated commercial cadmium plating, is at your service. 


Supplies and 
Equipment for ALL 
Plating Processes 


The Udylite Corporation 
has available a complete 
line of supplies and 
equipment for ALL plat- 
ing processes. Udylite 
also has the facilities to 
fill any polishing and 
buffing requirement. 


THE UDYLITE CORPORATION 


1651 E. GRAND BLVD., DETROIT, MICH. 


NEW YORK—30 E. 42nd St. CHICAGO—1943 Walnut St. 


May, 1940 


CLEVELAND—3756 Carnegie Ave. 
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MODERN EQUIPMENT SOLVES 
SCIENTIFIC INSTRUMENT 
FINISHING PROBLEM 


Metal finishing operations in one of the most modern 
manufacturing structures in this country 
are described herewith. 


By J. T. Rooney 


Chief Chemist, Spencer Lens Co., Buffalo, New York 


HE finishes which are applied to 

a single scientific instrument re- 
sult in almost infinite variety when 
multiplied by the many types of in- 
struments made by the Spencer Lens 
Company, Buffalo, N. Y. Beyond 
variety lies the severe conditions of 
usage to which almost every scien- 
tific instrument is exposed. 

Exposure to laboratory fumes, fre- 
quent contact with solvents, and al- 
most continuous handling, create 
special problems in finishing. Gloss, 
eggshell, and wrinkle enamels are ex- 
tensively used, however, baking en- 
amels of synthetic resin base are fa- 
vored for resistance to the action of 
solvents. Black is the predominating 
color for optical goods although 
others, particularly greys and bronzes, 
are occasionally employed. 

The electroplating of instrument 
parts must necessarily be of the 
highest order to insure permanence 
of appearance and protection from 
abrasion and corrosion. Copper, 
nickel, chromium, gold, and rhodium 
are plated regularly in production. 
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Black finishes are obtained by elec- 
trolytic and by immersion processes. 
Aluminum base metal is given plain 
and colored finishes with mineral- 
pigmented black predominating be- 
cause of its hardness, permanence, 
and beauty. 

The plating department of the 
Spencer Lens Company is spacious 
and is well ventilated. The concrete 
floor pitches from two opposite sides 
toward a central drain trench. A 
level duckboard flooring of 2-in. cy- 
press and fastened with copper nails 
is located between the tanks. The 
concrete floor is covered with layered 
acid resisting asphalt and all tanks 
are set up to a common plane so that 
the tops extend 30 in. above the 
duckboards. The generators supply- 
ing the current for the plating opera- 
tions are located in a separate room 
at one end of the department where 
they are free from corrosive agents. 
A special storage room is provided 
for chemicals. 

The main sequence of plating op- 
erations is as follows: 
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View of Spencer Lens Company Plant 


Degrease—Electroclean as Cath- 
ode — Electroclean as Anode — 
Rinse-—-Rinse—Cathode clean in 
cyanide--Rinse—Rinse— Acid Dip 
_-Rinse—Nickel plate—Rinse — 
Rinse-- Chrome plate — Rinse - 

Rinse---Dry. 


A separate cleaning line is pro- 
vided to prepare work for the finish- 
ing plate when grain finishing or buf- 
fing is required following nickel 
plating. An alkaline cathodic cleaner 
is used in this instance and this is 
sometimes followed by cathodic cya- 
nide cleaning, preparatory to chro- 
mium plating. 

A Detroit Rex 2-stage machine is 
used for degreasing. Welded steel 
tanks are provided for all solutions 
and rinses; nickel plating tanks are 
rubber lined and an acid-proof brick 
lining is installed in the chromium 
tank. For temperature control of the 
solutions, Fulton-Sylphon Co. and 
Minneapolis - Honeywell regulators 
are used. The anodizing tank for 
aluminum is equipped with a 3-ton 
Frigidaire cooling unit as well as 
steam coils to maintain constant 
temperatures under all weather con- 
ditions. Heavy expanded metal, of 
the type used for concrete reinforce- 
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ment, nickel-plated, are used as elec- 
trodes for the cleaning tanks. Nickel 
solutions are heated with the aid of 
pure nickel coils inside the tanks, 
or Duriron heat exchangers for ex- 
ternal heating. Industrial Filter and 
Pump Company tank filters are em- 
ployed for keeping the solutions free 
from sediment. In the aluminum fin- 
ishing line, tanks are lined with lead, 
monel metal or aluminum; an absorp- 
tion tower is included for periodic 
preparation of fresh sulphide solu- 
tions for mineral pigmenting. Many 
of the tanks in the plating depart- 
ment are separately vented and the 
atmosphere throughout the depart- 
ment is remarkably free from fumes 
or vapors. 


Nickel solutions include black 
nickel, gray nickel, Harshaw bright 
nickel, and H-VW-M 9H cobalt nickei. 
The Alcoa Alumilite processes for 
anodizing, dye coloring and mineral 
pigmenting are used. The rhodium 
plating process is that of Baker ana 
Company, Incorporated. 


Saltspray cabinets are used for 
testing the plating of all parts. The 
standard 20 per cent sodium chloride 
solution is used for iron and steel 
parts and a 10 per cent ammonium 
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taken here. Finishing equipment must be efficient . . . fast.. 
and economical. It is precisely for these reasons that so man 


painting equipment. 

The Dynaprecipitor spray booths in this inste 
lation will save thousands of dollars and inntfinishi 
merable hours of labor for this manufacturel}plant 
Finishes that would adhere to the back wall, thifecono1 
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Like most BINKS installations the one illustrated is tailor-made. 
It was designed for a specific job after a complete engineering 
sprajjsurvey of the work to be accomplished. This accounts for the 
economy and high efficiency that make BINKS equipment the 
nst{favorite where finish counts. No matter how big or small your 
inttifinishing problem is, BINKS engineers will gladly survey your 
tureliplant and suggest the type of equipment you need for utmost 
I, thtleconomy, speed and performance 
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chloride solution for brass and 
bronze. 

The polishing department is equip- 
ped with the latest Hammond polish- 
ing lathes. Operators are frequently 
required to apply grain, satin, and 
buffed finishes to contiguous areas of 
a single part. 

In the enameling department, De 
Vilbiss water curtain booths are 
provided for spray application and 
Triad W-S compound is used for con- 
ditioning the water. Enamel coats 
are baked in Maehler Company gas 
ovens, indirectly heated, and provided 
with Foxboro electric controls. A 
baking schedule of 1 hr. at 350 deg. 
F. is standardized for all coats. 
Enameled parts are tested for re- 
sistance to the solvent action of al- 
cohol, xylol and fatty acids. 

Both operating efficiency and em- 
ployee safety and comfort entered in- 
to the design and materials chosen 
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Fig. 1—A general view of the finishing department of the Spencer Lens Company. 








for the Spencer Lens Company plant, 
completed last year by The Gillmore- 
Carmichael - Olson Company, _indus- 
trial builders of Cleveland. The Spen- 
cer plant is recognized as one of the 
best lighted, least obstructed and 
most sanitary manufacturing struc- 
tures in this country. 





Lightnin Mixers. The Mixing Equip- 
ment Co., Inc., 1090 Garson Ave., Ro- 
chester, N. Y., is now issuing a 16-page 
catalog describing and illustrating top 
entering mixers. Lightnin top entering 
mixers are mounted on gear reduction 
tripods or direct drive tripods. Also in- 
cluded in the catalog are open tanks, 
pipe line, horizontal tanks, and inclined 
nozzle mixers. Specification tables are 
given. 

A copy of this catalog will be sent 
free upon request. 


Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated both by the adver- 
tiser and this magazine. 
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Something New in a Metal Finish! 
VITRA-CARLITE 


HAMMERKRAFT 


Gives a Hammered Effect — Easily Cleaned 


Wit adapted for use on rough or porous metals; air-condition- 
ing units, circulatory heaters, boiler jackets, vending machines, 
and other uses where an economical, durable and "'sales-appealing" 
finish is essential. 

Vitra-Carlite HAMMERKRAFT is made in Vitra-Carlite quality—well 
known for its excellent durability, adhesion, flexibility, and heat- 
resistance. Like Vitra-Carlite, HAMMERKRAFT may be baked on a 
short schedule (300° F. for 20 minutes). One Coat Finish, requir- 
ing two spray operations but only one bake. Gives an easily cleaned 
smooth surface. 





Highly acclaimed wherever tested, Vitra-Carlite 
HAMMERKRAFT is worth your immediate investi- 


gation. Available in many colors. 
+ 
>} HILO VARNISH CORP. 
# 42-60 Stewart Ave., Brooklyn, N. Y. 
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HOW DURABLE ARE HOT-DIP 
ZINC COATINGS? 


By WALLAcE G. IMHOFF 


President, Wallace G. Imhoff Co., Vineland, New Jersey 


HE layman, or man on the street, 

the man who has a garage made 
of galvanized sheets, the farmer 
whose barn is covered with galvan- 
ized sheets, engineering and mainte- 
nance departments of cities and mu- 
nicipalities, and a long list of others 
would like to know exactly how long 
the life of a hot-dipped zinc coating 
is, what are the main causes of its 
destruction and failure, and what 
knowledge of zinc coatings is neces- 
sary to intelligently purchase gal- 
vanized materials. 


The satisfactory protection of iron 
and steel articles against corrosion is 
so commonplace, the use of hot-dip- 
ped zinc coatings with practically in- 
destructible service such as on water 
pails and wash tubs, are so well 
known t6 everyone, that when a fail- 
ure does occur, it is only natural that 
the layman should want to know the 
cause of the failure. The farmer un- 
derstands planting and raising his 
crops; but he does not understand 
why his galvanized wire fence rusts 
so quickly, or why the galvanized 
sheets on his barn corrode in such 
a short time. This article, therefore, 
is written for his benefit; its primary 
purpose, however, is to provide the 
finishing department foreman or su- 
perintendent with information so that 
he can point out in plain, simple lan- 
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guage to the layman, the farmer, and 
the man on the street, some of the 
main features of the life of zinc 
coatings. 


It is well at the beginning to know 
that a hot-dipped galvanized article 
has a protective coating that affords 
maximum protection against corro- 
sion. Early failure of any Zinc coat- 
ing therefore is distinctly not due to 
the type of coating, but to other 
causes. These causes are many, s0 
that they will be listed below, and 
briefly discussed in a simple way so 
that the layman can appreciate, and 
understand them. 


1. Weight of Zinc Coating 


Iron and steel are protected by a 
zinc coating because zinc is more 
easily corroded by rain and atmos- 
pheric agencies; that is to say, in 
plain language the zinc dissolves first, 
and so long as there is any zinc on 
the base metal it will have protec- 
tion. Thus, the very first considera- 
tion for a long life against corrosion 
attack is that the zinc coating be 
heavy. From the standpoint of cor- 
rosion alone, generally speaking, it 
can be said that the heavier the zinc 
is deposited as galvanized coating, 
the longer the life will be. So the 
first consideration, and the basic fac- 
tor is a heavy zinc coating. 
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2, Purpose, or Use of Zinc Coating 


It is very plain to the average per- 
son that a hammer, a chisel, or even 
a penknife blade cannot be used for 
a screwdriver; a screwdriver has but 
one purpose, in other words, it is 
definitely made to drive screws. The 
same general line of reasoning ap- 
plies to zinc coatings— they are of 
different types and kinds, and each 
type or kind has its own particular 
use, or purpose. The layman must 
understand this, and therefore in- 
quire about the different kinds of 
zinc coatings, and by making him- 
self familiar with the different coat- 
ings, get the right coating for the 
right purpose. 


3. Kind of Base Metal 


Attention of the layman is called 
to the fact that the kind of base 
metal upon which the zinc coating is 
placed, is a very important factor in 
the life of the zinc coating. For 
example, wrought iron, simply by vir- 
tue of being wrought iron, takes on 
a very much heavier coating of zinc 


than does steel under identical condi- ° 


tions of manufacture. It is the char- 
acter of the base metal that causes 
this difference in weight of metal 
deposit under identical conditions of 
galvanizing. Malleable iron, cast, and 
gray iron also take on a different 
weight of zinc deposit from steel. 
It is important to remember that 
the kind of base material affects the 
weight of zinc deposited as galvan- 
ized coating, and attention has al- 
ready been called to the fact that 
the weight of the zinc deposited is 
a prime factor in the life of the 
coating. 


4. Purity of Materials 


There is an old saying that “A 
chain is only as strong as its weakest 
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link.” This is also true of zinc coat- 
ings—their life is only as good as the 
purity of the materials used. The 
purity of the base metal, the purity 
of the zinc, and the skill, or tech- 
nique of galvanizing, are all basic 
factors in the life of zinc coatings. 
When fence wire rusts quickly, it 
does so because the coating has not 
been properly applied; when gal- 
vanized sheets rust quickly on barns 
it is because the coating is not heavy 
enough. Many examples can be seen 























(Photo courtesy Bessemer Galvanizing Company) 


Fig. 1— Galvanized structural steel is sub- 

jected to outside corrosive conditions while in 

service. The high tension tower shown here 

is an example of fabricated and galvanized 
structural steel. 
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everywhere showing that when the 
zinc coating has been applied prop- 
erly, and when the coating is heavy 
enough for the service required of it, 
that protection against corrosion is 
not only satisfactory, but almost in- 
definite. 


5. Corrosion Conditions 


The conditions of corrosion are a 
very important factor in the life of 
zinc coating. This is due to two an- 
gles involved; namely, 1. The type of 
service required; and, 2. The kind of 
coating used. To make this point 
clear to the layman we might call his 
attention to the zinc coating on the 
high tension towers that he sees in 
the fields, and up over the mountain 
slopes. This is straight outside corro- 
sion requiring protection against the 
ravages of the weather, so this type of 
coating must be heavy. On the other 
hand, there is the zinc coating on 
poultry equipment for inside service, 
with little corrosion attack. But an- 
other requirement is necessary; name- 
ly, that of allowing the coating to 
be formed and bent, and to have 
mechanical work done on it. There- 
fore, for light corrosion service, the 
weight of the zinc can be less, so 
that the forming and bending quali- 
ties can be obtained. 


Attention is called also to the fact 
that corrosion service includes such 
factors as ground service, acids and 
alkalies, fumes, salt air near the 
ocean, fog and smoke of the cities, 
and so on. All of these are a very 
decisive factor in the life of a zinc 
coating. Perhaps the most important 
corrosion influence on the life of zinc 
coatings is what might be called 
“suppressed corrosion.” By this is 
meant service under continually damp 
and moldy conditions, with no sun- 
light, or air currents. This type of 
service will destroy zinc coatings 
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fastest, thus providing the shortest 
life. 


6. Adherence to the Base Metal 


Since the zinc coating is a thin 
outer skin shell for the base meta] 
beneath, protection and life of the 
article is a function of the coating 
sticking tightly to the base metal. 
Destruction of the zinc coating may 
be caused by mechanical means, such 
as banging, striking, or knocking 
against something, or peeling and 
flaking of the coating may be caused 
by the wrong use of the coating. For 
example, in heavy ash cans wavy or 
corrugated ribs, or strips, are run 
down the sides on the outside of the 
cans. It was found that in some 
plants the crimping of these strips 
was too severe for the weight of the 
zinc coating on the strips. This 
caused the coating to flake off; a 
lighter coating, and wider crimps 
solved this problem. 


Sometimes low adherence may be 
due to manufacturing causes, a very 
important one being corrosion during 
drying. The fine corrosion layer over 
the surface keeps the zinc from al- 
loying with the base metal. Such 
an insulating layer therefore may be 
the cause of low adherence of the 
zinc coating. It is therefore impor- 
tant that the zinc coating adhere 
tightly to the base metal in order to 
properly protect it. 


47. Service Required 


It has been briefly mentioned that 
the life of the coating depends to a 
very large extent upon whether the 
right type and kind of a coating have 
been selected for the services re- 
quired. Corrosion is one service, and 
from this main use other modifying 
factors of service vary the thickness 
and the weight of zinc used. Heavy 
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INTEREST CONSTANTLY MAINTAINED 
BY US ADVERTISING 


FINISH PROTECTION 


PARKER PROCESSES | 


i 

\ 
G f 
BONDERIZING ° PARKERIZIN i 


VERY MONTH millions of both pri- 

vate and industrial consumers are 
made aware of the benefits of Bonder- 
izing through advertising in the nation’s 
top group of publications. 
Thousands of interested buyers are ask- 
ing, “Where can I get Parker Processed 
Products” ? 
To answer this question we have com- 
piled a book that lists hundreds of 
users of Parker Processes. It includes 
leaders in the iron and steel working 
field. In some industries practically 
every manufacturer is represented. It is 
a “Who's Who” of America’s outstand- 


PRODUCT 
ENGINEERING 





ing manufacturers of the most impor- 
tant things you buy. 

This booklet points the way to Auto- 
mobiles, Trucks, Refrigerators, Wash- 
ing Machines, Electrical Devices, Office 
Equipment, Air Conditioning, Steel 
Windows and Screens, Metal Furniture 
and galvanized sheets, as well as scores 
of other products that carry the “In- 
visible Quality’ of rustproofing for 
finish protection. 

It is a guide to higher quality for the 
consumer, and a sales aid to the manu- 
facturer and dealer. We will be glad to 
send you a copy if you would like one. 


holies CONQUER RUST 


SOMDERITTING = PARKMERETIMS 








PARKER RUST PROOF CO., 2172 E. Milwaukee Ave., DETROIT, MICH. 
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(Photo courtesy National Enameling and Stamping Company, Milwaukee, Wisconsin.) 
Fig. 2—-Illustration showing how a fabricated wash tub is immersed in the molten zinc, 


zinc deposits are required for cor- 
rosion service alone, and for severe 
conditions, while lighter coatings are 
required where bending, crimping, 
weaving, and twisting, and so on are 
to be a part of the fabrication proc- 
ess. Some coatings may even be 
painted later, such as billboards, barn 
roofs, and so on. Thus, the life of 
the coating depends upon the right 
coating for the right service. 


8. Time 


The element of time naturally is 
an important factor in the life of 
zinc coatings. However, in the An- 
nual Review Number of The Iron 
Age, January 1, 1931, page 266, there 
is a picture of a galvanized roof, and 
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the title says, “After 95 Years .. 

Still in Excellent Condition.” It also 
states in the reading matter—‘“The 
roof was of 20 gauge corrugated gal- 
vanized wrought iron sheets and has 
never been replaced; of course, it has 
been repaired, but not on account of 
corrosion or rust but due rather to 
where it has been blown off. Will 
state that the roof has been painted 
on an average of every fifteen years.” 
This roof is on the United States 
Mint in New Orleans, which was built 
in 18385. And then again in The Iron 
Age of November 16, 1939, page 130, 
we see the picture of a nail. It is 
stated, ‘When Grant was President, 
this nail was driven into a roof at 
the old Peach Bottom Quary near 
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...designed and built to 
meet YOUR requirements 


In solving the oven problem at the Jersey City 
plant of Wilson & Bennett Mfg. Co., Mahon engi- 
neers designed a vertical conveyor oven for drying 
painted steel barrels. It extends from the base- 
ment of the plant up through tour floors and 
through the roof of the building. This design util- 
izes a minimum of floor space, simplifies the heat- 
ing problem and makes tor economy in operation 

. it is a typical example of Mahon advanced 
oven engineering. If you are contemplating the in- 
stallation of ovens of any type, for any purpose, 
the benefit of a wealth of experience, gained by 
Mahon engineers through many years of success- 
ful oven building for widely diversified industries 
is available to you. Call in a Mahon engineer to- 
day — consultation will not place you under any 
obligation. 


THE R. C. MAHON COMPANY 


DETROIT — — CHICAGO 


Designers and Manufacturers of Complete Finish- 
ing Systems, Metal Cleaning Machines, Rust Proot- 
ing Machines, Drying Ovens, Hydro-Filter Spray 
Booths, Baking Ovens, Hydro-Foam Dust Collec- 
tors and Many Other Units of Special 
Production Equipment. 
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Treichlers, Pa. Forty-seven years in 
this building and sixteen more in the 
mud beneath. This Hot-Dip Galvan- 
ized nail is one of many recently dis- 
covered which, although showing 
signs of wear in their zinc coatings, 
were entirely untouched by rust. Hot- 
dip galvanizing is still the greatest 
value in rust protection known to 
modern science.” Speller found a well 
galvanized piece of roofing in Pan- 
ama that had been in service for 
twenty-five years, and so such ex- 
amples as these, and many others, 
clearly show that when a zinc coat- 
ing is put on a good high quality 
base metal, with a good quality of 
zinc, and good workmanship, the life 
of the zinc coating is maximum when 
used for protecting iron and steel 
against corrosion. Time is a factor of 
destruction of the coating, and will 
work in favor of destruction in pro- 
portion to the quality of the galvan- 
izing, the quality of the base metal, 
and the quality of the zinc, and the 
weight of the zinc making up the 
coating. 


9. Surface Conditions 


The life of a zinc coating is very 
materially affected by the surface 
conditions of the base metal. For 
example, the material should not be 
allowed to stand exposed to the 
weather and be coated with a heavy 
coat of rust before the zinc coating 
is put on. Steel must be fresh and 
in good condition for coating, just 
the same as a surface must be in 
good condition before it can be paint- 
ed. It must be clean and free of 
oil and grease, it cannot be _ too 
smooth, porous, hard, and it must be 
pickled and cleaned properly, expos- 
ing the clean, pure iron to the molten 
zinc. Poor, low grade base metals 


30 PRODUCTS FINISHING 


cannot give a high quality galvan- 
ized product. 


There is also a difference in the 
surface condition and _ texture of 
wrought iron, steel, cast irons, anq 
so on. In wrought iron, there. are 
large places for the molten zinc to 
flow into and give a heavy grip to 
the coating; steel is smooth, and the 
coating is lighter. The weight of the 
coating and the grip to the base 
metal are the important factors in 
the life of a zinc coating. 


10. Thickness of the Zinc Coating 


There is considerable difference be- 
tween the ideas of weight of zinc 
coating, and thickness of zinc coat- 
ings. It is possible to have a heavy, 
light coating, and, a light heavy coat- 
ing. For example, a bath very high- 
ly saturated with iron may give a 
thin zinc coating, but the coating 
will be heavy due to its iron content; 
and also, a zinc coating may be very 
thick, and due to the zinc being very 
pure, the coating may be light. This 
information can easily be proved by 
comparing the weights of a definite 
number of articles coated in a new 
zinc bath, and the same number and 
kind of articles in the same bath six 
months later, after the kettle has 
been drossed many times. Wire coat- 
tings must be very thin, and very 
light, to give suitable properties for 
the severe bending and twisting re- 
quired from wire. Some coatings are 
very thick, such as might be found 
on wrought iron plates. Such coat- 
ings may be 4 ounces in weight to 
the square foot. On the other hand, 
tight coat sheets and other articles 
may have less than 1 ounce of zinc 
in weight per square foot. This does 
not infer that the 1-ounce coating is 
of inferior quality, it means that the 
1-ounce coating will be used for a dif- 
ferent purpose. 
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_ 1S SLIP AND SLIDE 
COSTING YOU MONEY 
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@ Check up now. If your polishing 
grain slips and slides away as the set- 
up wheel rolls through the trough... 
if it doesn’t pack readily on the glue 
coating ... there’s something seriously 
wrong with the grain. Something that’s 
never wrong with Aloxite Brand “TP”, 
because we specially treat the grain to 
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teristic which insures that the grain 
will adhere firmly to the glue coating 
on the surface of the wheel. And every 
batch is regularly tested for this im- 
portant quality. What’s more, this is 
only one of a half dozen regular tests 
that enable us to say, “Aloxite Brand 
‘TP’ Aluminum Oxide Grain is uni- 


make sure it has what we call CARBORUNDUM form in grit size, in hardness, 


“Surface Tenacity”, a charac- 


sharpness and toughness.” 
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THE CARBORUNDUM COMPAN 


€G.U.S. 


NIAGARA FALLS, N.Y. 


Sales Offices and Warehouses in New York, Chicago, Philadelphia, 


May, 1940 


Y 


Detroit, Cleveland, Boston, Pittsburgh, Cincinnati, Grand Rapids 
(Carborundum and Aloxite are registered trade-marks of and indicate manufacture by The Carborundum Company 
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11. Method of Manufacture 


A number of articles that are gal- 
vanized are fabricated first, and gal- 
vanized afterwards. Others are made 
from material already galvanized. A 
typical example of articles that are 
made first, and galvanized after- 
wards are the ordinary water buck- 
ets. The usual, high quality galvan- 
ized water pail is first made out of 
black steel, then cleaned and pickled, 
and then zinc coated. Such a zinc 
coating is about .0040 inches thick, 
and amounts to from 2.25 to 2.50 
ounces of zinc per square foot area. 
The other type of water pail, which 
of course, is cheaper, is the water 
pail made out of galvanized sheets. It 
is impossible in making this type of 
pail not to damage the zinc coating 
when crimping in the bottoms. Other 
examples are woven wire fence—one 
type being galvanized after fabricat- 
ing, and the other type, less expen- 
sive, and of course, not as good, is 
made from wire already galvanized. 


12. Ductility of the Coating 


The life a zinc coating in some 
cases depends upon its ductility. Years 
ago, electrical conduit had elbows 
and couplings, and so on, to make 
turns and bends around corners. Mod- 
ern electrical conduit has none of 
these elbows—the coating is very 
light and ductile, and bends are now 
made by the electrician who steps on 
the conduit and bends it to fit the 
curvature. This can only be done with 
thin, light, ductile zinc coatings, and 
again emphasizes the right zinc coat- 
ing for the right service and place. 
Corrosion is not much of a factor in 
this case so that the weight of zinc 
coating can be sacrificed to obtain 
ductility and bending qualities of the 
coating. The purpose and the type 
of service therefore must be known 
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before selecting a zinc coating. 


Summary 


When zinc coatings do not have a 
satisfactory life, it is not the fault of 
the zine coating. That galvanizing igs 
by far one of the cheapest and the best 
methods of protecting iron and stee] 
against corrosion may be seen from 
still another practical example cited 
in “Sheet Metal Worker,” February 
12, 1926, page 3, under the title of 
“Winner of Galvanized Roof Con- 
test.” The galvanizing was done by 
the Wheeling Corrugating Company 
in Wheeling, W. Va. The roof is on 
the house of J. P. Holdorf, situated 
nine miles west of Fort Madison, 
Iowa. The steel is 28 gauge steel, 28 
inches wide, and was laid by R. C. 
Beam in 1860. The base metal was 
charcoal iron, and the weight of the 
zinc coating was 4.25 ounces of zinc 
per square foot. “The Iron Age,” Vol. 
123, p. 949, April 4, 1929, describes 
corrugated roofing that was service- 
able after seventy years in the Phil- 
ippine Islands. 


It would therefore seem that to ob- 
tain the most satisfactory life from 
a zinc coating would be for the lay- 
man to insist upon the right material 
for his needs. It has been clearly 
demonstrated from actual examples 
that for straight corrosion service, 
galvanized charcoal iron, galvanized 
wrought iron, and copper bearing 
steels are, as a base metal, superior 
to ordinary steels from the stand- 
point of corrosion. Add to this a good 
high quality heavy hot-dip galvanized 
zinc coating and the protection af- 
forded will be maximum. Thus, cus- 
tomers who desire a galvanized roof 
of many years endurance should not 
only purchase galvanized wrought 
iron roofing, but should also insist 
on a heavy deposit of zinc in the 
coating. The price factor is an im- 
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K&B OVENS 


Limits Temperature Variation to + 5 


HIS oven is believed to be the 

largest, in width, “A” type con- 
veyor oven ever built, being over 
24 feet wide and 8 feet high. It 
operates at a temperature of 500° 
F., with a guarantee of a plus or 
minus 5 degrees at any point in- 
side the baking zone. 
Regardless of your finishing prob- 





K &B OVENS 


.-.are specially designed 
constructed, and equipped 
with latest Safety Devices 
to insure maximum safety. 








lem, or the size of your product, 
our engineers, backed by years of 
experience in this highly special- 
ized field, are prepared to design, 
for you, a complete, properly co- 
ordinated system that will do a 
better finishing job at a much low- 
er cost. 


Write NOW for the details. 


THE KIRK & BLUM MANUFACTURING CO. 
2816 Spring Grove Ave., 


Cincinnati, Ohio 


Chicago Representative: C. P. GQuion, 1661 N. Milwaukee 
Pittsburgh: Bushnell Machinery Company, 311 Ross Street 
Louisville: Liberty Eng. & Mfg. Co., Inc., 1450 S. 15th St. 


KIRK & BLUM 


INDUSTRIAL OVENS 
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portant first factor, but based on the 
life and service of the roof, will be 
found to be cheapest in the end. The 
sequence of life and cost is—charcoal 
iron, wrought iron, copper bearing 
steel, straight carbon steel, increase 
gauge of base metal and thickness 
and weight of the zinc coating. 


The same general line of reasoning 
holds good for the farmer and his 
wire.fence. A fence that rusts quickly 
does not have the zinc on the wire to 
give it the proper protection against 
corrosion. That is not the fault of 
galvanizing, but distinctly the fault 
of the manufacturer of the fence who 
has not made a fence with a heavy 
enough zinc coating to give a satis- 
factory life. The farmer and others 
requiring galvanized fences must 
therefore insist on a fence that does 
have a heavy coating of zinc on it. 

It has been mentioned also that 
articles galvanized after fabrication 
have better zinc coatings, and heavier 
zinc coatings, in comparison with 
cheaper articles of the same kind 
made from galvanized sheets, or gal- 
vanized wire. The quality of zinc 
coatings applied to fabricated articles 
is always of a higher quality than 
on those made from base metals al- 
ready galvanized. 


The purchaser should always keep 
in mind the service that is required 
of the zinc coating, and also the time 
element in a long time installation, 
or temporary service. 


The purpose is another extremely 
important factor to consider when 
buying galvanizing. For example, a 
pan, pail, or container for seeds, 
grain, and so on, will be cheaper, and 
just as serviceable, if made of gal- 
vanized sheets, as a container that 
is galvanized after fabrication, and 
consequently higher in price because 
it is a better job and has more zinc 
in the coating. The service here per- 


34 PRODUCTS FINISHING 


mits the use of the inferior zinc coat- 
ing, which is secondary to the sery- 
ice required. On the other hand, pails, 
tubs, and so on, for water should be 
galvanized after fabrication, giving 
a heavier zinc coating, and a higher 
quality product. 

The purpose for the zinc coating 
was strikingly illustrated in the ex- 
amples of the very light ductile coat- 
ings required for electrical conduit, 
and poultry equipment. Opposite this 
type of service is.the very heavy 
straight corrosion service zinc coat- 
ing whose only function is perfect 
protection of the base metal from 
rust. High tension towers, structural 
steels for electrical switching’ sta- 
tions illustrate this type of service 
where no bending is done and only 
straight protection service is re- 
quired. 

It is also called to the attention of 
the layman that zinc is readily solu- 
ble in alkalies, and acids, and hence 
cannot be used where they are pres- 
ent. If the conditions are such that 
the acids or alkalies are present in 
very small quantities, then the life of 
the zinc coating may be expected to 
be directly proportional to the quan- 
tities of acids and alkalies present. 


Another point of great importance 
in considering the life of zinc coat- 
ings, especially in water boilers, is to 
remember that rust found in the 
water may be formed outside the 
range boiler in other parts of the 
system. For example, pipes in heat- 
ers, bucket-a-day stoves, and other 
small auxiliary water heating equip- 
ment may be the actual sources of 
the rust formation. The rust is picked 
up by the water and carried into the 
boiler, and of course, gives the ap- 
pearance that the zinc coating on the 
inside of the boiler has failed caus- 
ing the water to be rusty. 


Care must be taken when storing 
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RESEARCH... Another Phase of NOBTON¢SepvicE 


‘ 


Helps You in Two Ways... 


Abrasive Improvement 


Many of the trained scientists and tech- 
nicians in the Norton Laboratories are 
thinking chiefly of the future—are busy 
working on improvements in Norton abra- 
sives and in the manufacturing processes 
used to make them in order that you may 
have better polishing grain tomorrow. 


Abrasive Application 


Another part of the laboratory staff spe- 
cializes on the immediate present — on 
solving customers’ current polishing prob- 
lems. Practical laboratory engineers co- 
operate with Norton distributors, repre- 
sentatives and field engineers to deter- 
mine by actual tests, both in the labora- 
tories and in the customer's plant, the 
correct abrasive and polishing technique. 





You can depend on Norton Service to 
solve your abrasive problems. 
G-108 


NORTON COMPANY 
WORCESTER. MASS. 

New York Chicage . Detroit 
Philadelphia Pittsburgh Hartford 
Cleveland Hamilton, Ont. 
BEHR-MANNING DIVISION. TROY, N. Y. 
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galvanized material so that it is not 
stored ,in damp warehouses. Sup- 
pressed corrosion, with still, damp, 
air, and moldy moist conditions, are 
conditions which accelerate destruc- 
tion of zinc coatings. Zinc is quickly 
attacked by the air and water to 
form basic zinc salts, and if condi- 
tions are aggravated, destruction goes 
on at a very rapid pace and exposes 
the bare steel beneath. Storage con- 
ditions should be light, clean, dry, 
and the galvanized articles should be 
piled on four-by-fours, or two-by- 
fours, to allow free circulation of the 
air in and around the piles. The piles 
should also be kept a short distance 
away from walls, and from each 
other. Warehouse windows with rain 
and dampness blowing in should not 
be left open; doors, large cracks in 
the floor, and so on should all be 
closed to keep out the weather. A 
heavy white deposit over the zinc 
coating indicates that storage condi- 
tions have been unfavorable some- 
where. 

It has been pointed out that the 
main factor in the life of a zinc coat- 
ing is the weight of the zinc coating, 
and that early failure is due to the 
fact that not enough zinc was applied 
in the first place. Essentiallly, a heavy 
zinc coating is required for straight 
corrosion service, to give a long life. 


“Fifty Years of Finer Plating.’’ This 
is the title of a beautifully illustrated 
24-page booklet describing finishes pro- 
duced by Philip Sievering, Inc., which 
is now being issued by Philip Sievering, 
Inc., 195 Lafayette St., New York, N. Y. 
The booklet describes the services ren- 
dered by this company by providing 
practically all types of plating and 
metal finishing in commercial use to- 
day. 

Philip Sievering, Inc., maintains a lab- 
oratory where finishing problems are 
analyzed and worked out according to 
customers’ specifications. A copy of 
“Fifty Years of Finer Plating’’ will be 
sent free upon request. 
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Electromode Industrial Portable Elec. 
tric Heaters. The Electric Air Heater 
Co., Division of The American Foundry 
Equipment Co., 555 S. Bykrit St., Mish- 
awaka, Ind., announces the publication 
of a new bulletin on their Electromode 
Industrial Portable Electric Heater. 


This bulletin is beautifully printed and 
shows the heater in natural color. A 
listing of complete specifications, dimen- 
sions, capacity ratings, and features, 
make this an important addition to the 
file of the architect, contractor, build- 
ing, plant superintendent, purchasing 
agent, and others interested in economi- 
cal portable heat. 

In addition to filling a vital need 
among industrial plants, it is said that 
this heater is finding wide appeal com- 
mercially in factory offices, crane cabs, 
and other places of this kind where 
economical heat is a problem. A copy 
of this bulletin can be obtained by writ- 
ing to this magazine or direct to the 
manufacturer. 





Logan Aridifier. A bulletin explaining 
the operation of the aridifier in remov- 
ing moisture, oil, and dirt from com- 
pressed air is now being issued by Lo- 
gan Engineering Co., 4912 Lawrence 
Ave., Chicago, Ill. The bulletin is desig- 
nated as No. 340 and explains in detail 
the operation of the aridifier in remov- 
ing contamination from compressed air 
by centrifugal force. 

Contamination is said to impinge upon 
the vanes of four aluminum rotors ro- 
tating in opposite directions, driven by 
x air without appreciable back pres- 
sure. Impinged matter is thrown out- 
ward by centrifugal force to the hous- 
ing wall where it runs down and out 
through an outlet to a trap. 

Application and installation details are 
given on all sizes from % in. to 10 in. 
and pictures of representative installa- 
tions are shown. A copy of this bulle- 
tin will be sent free upon request. 





Gehnrich Industrial Ovens and Dry- 
ers. A 32-page catalog, designated as 
No. 107, is now being issued by The 
Gehnrich Corporation, Skillman Ave. 
and 35th St., Long Island City, N. Y. 
Gehnrich Ovens and Dryers are designed 
for baking Japan, enamel, lacquer and 
synthetic resin finishes. Outstanding 
features of Gehnrich Ovens include: In- 
sulated steel panel construction; pat- 
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ented dual panel and assembly ; indirect 
internal heating; fresh air circulation 
and exhaust systems; horizontal heat 
flow air convection systems; integral 
convection heating systems. 

Illustrations are included in this cata- 
log showing the various applications of 
Gehnrich Ovens and Dryers. A copy will 
be sent free upon request. 





Eastern Mixing Equipment. A 24-page 
catalog covering the Eastern line of 
portable mixers is now being issued by 
Eastern Engineering Co., 55 Fox St., 
New Haven, Conn. Several of the head- 
ings of the catalog are as follows: 
Engineering considerations in mixer 
selection; medium-duty industrial mix- 
ers; heavy-duty industrial mixers; side- 
entering and fixed vertical mixers; and 
laboratory stirrers. Items discussed un- 
der the first heading include power re- 
quired for mixing high speed vs. low 
speed, single vs. dual mixers, and so on. 

Information on a line of transfer 
pumps and precision temperature regu- 
lators is also included. Among _ the 
pumps illustrated and described is a 
midget laboratory unit which weighs 
only two pounds and, with internal ca- 
pacity of 12 cc., can deliver four to five 
gallons a minute. 

Copy of this catalog will be sent free 
upon request. 





Ferro Technical Bulletin No. 5. 
“Hairlining of Sheet Steel Enamels’’ is 
the subject of Technical Bulletin No. 5 
which is now being issued by Ferro 
Enamel Corp., 4150 East 56th St., Cleve- 
land, Ohio. The information contained 
in this bulletin is the result of research 
which was carried on by Mr. B. J. 
Sweo, in conjunction with the research 
laboratory of the Ferro Enamel Corp. 

The contents of the bulletin are pub- 
lished under four distinct headings. 
These headings are as follows: Descrip- 
tion of. Test and Test Methods; Experi- 
mental, Work and Observations; Discus- 
sion of. Cracking of a Fired Coat; Com- 
mercial Application. 

A copy of Technical Bulletin No. 5 
will be sent free upon request. 


Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated. both by the -adver- 
tiser and this magazine. 
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CONVEYORS 


H-VW-M Semi-and Full-Automatic Con- 
veyors cover all requirements for electro- 
plating, cleaning, dipping. pickling and 
coloring. They include a wide variety of 
types and sizes developed over a long 
period of years. H-VW-M experience and 
engineering assures that modern improve- 
ments and new types are always avail- 
able to meet changing needs. 


H-VW-M Conveyors are properly design- 
ed and ruggedly built to insure uniform 
plating results and continuous ‘operation. 
Predominate features are simplicity, with 
few moving parts; ease of operation: 
faster plating: wide range of stations 
available; ample current capacities; elim- 
ination of losses from rejects: low main- 
tenance costs; and freedom from me- 
chanical troubles. 


Our engineers are capable of interpret- 
ing your plating and production prob- 
lems and recommending conveyors to 
best fit your particular needs. They will 
call without obligation—or we will send 
Conveyor Bulletins upon request. 


" (a 
Since @ 1820 





HANSON-YAN WINKLE-MUNNING CO, 


MATAWAN, NEW JERSEY 
Manufacturers of a complete line 
of electroplating and polishing 
equipment and supplies 
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METAL COLORING THEORY AND 
PRACTICE —PART 5 


By JosepH B. KusHner, Cu.E. 


Electroplating Consultant 


RASS, the most common alloy of 

copper, is somewhat more diffi- 
cult to color than copper itself. The- 
oretically, brass is a binary alloy 
consisting of a solid solution of mu- 
tually soluble copper and zinc, but 
actually, for practical and sometimes 
unavoidable reasons, 
other metals such as 
lead, tin, selenium and 
aluminum are often 
present. Each of these 
metals may react dif- 
ferently with the same 
chemical coloring 
agent and tend to pro- 
duce spotiness or 
streaking. <A _ particu- 
larly difficult brass to 
color, for example, is 
commonly known as 
“free cutting brass.” 
This form of brass con- 
tains lead as a com- 
ponent. The lead, 
which is insoluble in 
the matrix, exists throughout the 
alloy in the free state, in finely sub- 
divided form when well mixed and 
acts as a sort of lubricant for the 
the steel tools used in machining the 
brass. However, what is good for 
the machinist is not good for the 
plater or colorer. The lead, espe- 
cially in poorly mixed alloys, will 
often cause staining and spotting and 
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Joseph B. 


streaking even after a uniform color 
has been produced, and as usual, the 
plater gets the blame. 

In coloring brass, even the cleaning 
and pretreatment must be considered 
if uniformity of finish is the desired 
factor. Thus, for example, cleaning 
treatment of brass in 
ammonia - soap solu- 
tions tends to whiten 
brass, that is, increase 
the surface concentra- 
tion of zinc, because 
copper goes into solu- 
tion in ammonia with 
the formation of cupro- 
ammonium complexes. 
A hydrochloric acid 
dip will tend to redden 
brass because some of 
the surface zinc is 
leached out by _ the 
muriatic acid, which 
does not dissolve the 
copper. Since, as was 
pointed out in a pre- 
vious installment, chemical coloring 
is essentially a surface reaction, 
we have here two entirely different 
metals to contend with, even though 
we originally started with two pieces 
cut from the same stock. The sur- 
face composition is different and it is 
only natural to expect two metal sur- 
faces of differing composition to re- 
act differently with the same reagent. 


Kushner 
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It is the little considerations that 
will often mystify the plater and 
cause him to resort to the aspirin 
tin more frequently than he should. 
A batch of material may be cleaned 
in a cycle involving a muriatic acid 
dip, then given a brown finish with 
one of the more common reagents. A 
few days later another batch of the 
same metal comes in to be colored 
the same way. Absent mindedly the 
plater indulges in a slight variation 
in the cleaning cycle and uses a sul- 
phuric acid dip instead. Presto! On 
dipping the work in the coloring solu- 
tion he doesn’t seem to be able to get 
the exact shade he got two days be- 
fore on what he could swear is ex- 
actly the same metal and with the 
same coloring solution. That is why 
very often metal coloring, even for 
production work, is called an art re- 
quiring long experience and personal 
talent of its practitioners. 


It is this writer’s contention that 
production metal coloring can be less 
of an art and more of a controlled 
chemical process. As was pointed out 
before, there is no reason why chem- 
ical control and standardization can- 
not be brought into metal coloring. 
It may take long years of education 
but it can be done. Of course, in iso- 
lated instances, art metallry calls for 
individual finishes that depend purely 
on the skill and artistry (in the cor- 
rect sense) of the metal worker. But 
most metal work today is production 
work requiring absolute uniformity 
of finish and simplicity in treatment. 
It is here that metal coloring can and 
should be put on a more scientific 
basis. 


Coloring Formulas 


There are a number of formulas 
that can be used successfully for col- 
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Chicago Scles Office: 
2 205 W. Wacker Drive 


PLATING SMALL PARTS 
no LONGER A PROBLEM 


NAILS, WASHERS, bolts and other small hard- 
ware offer no plating difficulty to this large elec- 
trical manufacturer, since switching to Metso 
66 Cleaner. The cleaning baths made up with 
Metso 66 are easier to control, so that par- 
ticularly in cadmium plating rejects are fewer. 
Because of the special emulsifying property 
and quick-wetting action, Metso 66 gives you 
speedier, and more thorough removal of all 
types of mineral oils and greases. 

Ask for free booklet #334, describing Metso 
66 and its metal cleaning uses. 


METSO CLEANERS 


PHILADELPHIA QUARTZ CO. 





General Offices: lonic & 3rd Sts., Phila. 
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Airway {4 


To the Executive. 














To the Purchasing Agent. 
To the Polishing Room Superintendent. 


Gentlemen: 


It may be you don’t even know what 
we are talking about because you have 
never used AIRWAY VENTILATED 
BUFFS, but that’s no excuse. If you 
buy AIRWAY VENTILATED BUFFS 
then you will know what we are talking 
about when we say we will save you 
50% on your cotton buff wheel costs. 






JACKSON BUFF CORPORATION 


eas President. 









WACKSON BUFF C 


21-03 41st AVENUE 
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We claim 50c on the dollar saving. We 


don't care whether it is $1,000.00 or 
$10,000.00. You can't with safety chal- 
lenge that statement. We can with 


safety make it. 


Warning Notice 


Jackson Buff Corporation of Long 
Island City, New York, has rights 
to U.S. Patents Nos. Re 19,894 and 
2,140,208 which have broad claims 
covering an air-cooled buff having 
means for the admission of air 
through the sides of the buff. 
Owner intends to protect all rights 
and stop infringement. 














CORPORATION 


LONG {ISLAND CITY,N.Y: 
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oring brass. Some of them are given 


here. 
Golden Yellows 
Copper acetate........... 3% OZ. 
NUDED sc2c\sie 2 cit ateterane nreistorece 1 gal. 
MOMIPCTAGUTE 66 )65.6 «6.5 4 150 deg. F. 


For best results, the copper acetate 
should be acid free. Dip the work 
into solution until proper color is 
obtained, rinse thoroughly and dry in 


sawdust. Coat with a clear lacquer. 
Sodium hydroxide ........ 2 OZ. 
Copper carbonate ........ 3 OZ. 
NBIROT? (oor 5 cholic ieee siaielayaCalenarenens 1 gal 


Use this formula at room tempera- 
ture or slightly above. Follow the 
same procedure as with the previous 
formula. 

Another method for “yellowing” 
brass is to dip it for a few minutes in 
a saturated solution of sodium chlo- 
ride to which a little muriatic acid 
has been added. Here, the brass is 
yellowed by the leaching action of the 
chloride ion on the Zinc. 

The following formula produces 
golden yellow colors at room tempera- 
ture and which change to browns as 
the temperature is increased to 150 
to 160 deg. F. 


PSOAGNACCLALC 6 ieisis 6 sie ew ss 10Z. 
Sodium hydroxide ....... 2 02. 
Potassium ferrocyanide ..1% oz. 
DR AEE RE eSiaks cieieiGisusiesetewisiane 1 gal. 


Browns and Bronzes 


There are a variety of methods for 
producing browns and bronzes on 
brass. Some depend on the produc- 
tion of copper sulfide, others depend 
upon the formation of the oxides of 
copper. 

A rich brown shade is produced by 
the following: 
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Potassium sulfide.......... 2 oz. 
Ammonium hydrosulfide, % fl. oz, 
0! re 1 gal. 
Temperature ........ 150 deg. F. 


After immersing the work in this 
solution for a moment or two, dip it 
directly into a dilute solution of sul- 
phuric acid (10 per cent) to which a 
little sodium nitrate has been added. 
This darkens the color and makes it 
more uniform. Rinse work well and 
scratch brush dry. [If color is still 
too light or non-uniform, repeat the 
operation. 

In the use of this particular bath 
and all sulfide baths in general the 
writer recommends that a hood be 
used. The moment acids come into 
contact with sulfides the peculiarly 
obnoxious odors of hydrogen sulfide 
(rotten egg gas) are generated. In 
the plating shop, acid fumes fre- 
quently occur and these tend to cause 
the liberation of small amounts of 
H,S which may go unnoticed in the 
hustle and bustle of production but 
which are toxic nevertheless. There is 
no need for the plater to be subjected 
to the olfactory insult and toxicity of 
hydrogen sulfide, since it can be 
avoided by the use of a hood. 

The well-known “English Bronze 
Finish” is produced by the use of the 
two solutions given below: 


A. Liquid sulphur ........ 1-1 02. 
WVRCOR Se starcas: cue skersreneeeleroartee 1 gal 
B. Copper sulphate ......... 2 oz. 
VIMEO sis corre ces chs otakens Oe 1 gal. 


Clean the work well, then dip it 
from A to B. Rinse and scratch brush 
dry. Repeat the dipping procedure, 
rinse, scratch brush wet, rinse and 
dry in sawdust. Coat with a clear 
lacquer. 

A bronze having the appearance of 
oak wood can be obtained from the 
following solution: 
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Antimony sulfide ......... 2 OZ. A. Copper chloride ........ 4 OZ. 





Sodium hydroxide ......... 4 oz. Ferric chloride ........ 4 OZ. 

ARP RRFEI OIRO c/o: 5: 5 oe alesevortore Y% fil. oz. Wala sos Sars eee cee a 1 gal. 

Water ere ae a ar ek ee y | gal. B. Potassium sulfide eee % OZ. 
is Temperature......... 160 deg. F. WMS nin haeiiesente 1 gal. 
it The color can be darkened, if de- Dip the work into solution A, then 
- sired, by dipping the work into a_ without rinsing into B. Now rinse 
. weak muriatic acid solution (5 per well and scratch brush. Repeat oper- 
“ cent) immediately after removal ation until the desired depth is ob- 
from the sulfide dip. tained. Rinse, dry and lacquer. 
1 
ill A warm brown color can be ob- Another brown of umber hue: 
7” _— — eS a Copper chloride .......... 4 OZ. 

given here: 
Partarie aia ...+..-.~--- 2 OZ. 

‘a Potassium sulfide ........ % 0%. Sodium hydroxide ........ 2 oz. 
: Barium sulfide ............ 1 02. WEES ic susteserxaamarn 1 gal. 
0 SO «6 e600 = -+-2 fl. oz. Dissolve the copper chloride and 
ly Water ....... 6. scenes 1 gal. tartaric acid first, then gradually add 
le Temperature ........ 200 deg. F. the caustic soda. Use the solution 
n hot. 
2 A rich bronze color can be ob- A chocolate colored bronze is pro- 
e tained with the following: duced by the following solution: 
of — = _ aces aaaaiamaii 
e 


: Metal Cleaning 
: Machines 

‘ that Call For 

: and Deliver 


How much time and labor does it take 
to get your metal parts to the clean- 
ing machine and back into the pro- 
duction line? 

Ransohoff can design a machine for 
you that will literally call for and de- 
liver—take parts from one machine, 
clean them and deliver them to the 








next process faster and at lower cost. Send for a Ransohoff Engineer to make 
' Because of years of experience in de- | suggestions about cleaning machinery 
signing metal cleaning machinery, and that will call for, clean better and faster, 


in assisting industry to speed produc- 
tion and reduce costs, Ransohoff has 
} developed methods and designs that 
make metal cleaning a production N. RANSOHOFF, ING. 
process and metal cleaning equip- 


ment that is production machinery. 208 W. 7Ist St. Cincinnati, Ohio 


and deliver cheaper. 
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Copper sulfate: ............ 4 OZ. 
Nickel ammonium sulfate, 4 oz. 
Potassium carbonate ...... 4 OZ. 
SPD a ears Oey re 1 gal. 
Temperature ........ Boiling hot 


Dip and scratch brush wet. Re- 
peat until desired shade is obtained. 

It is also possible to bronze brass 
in beautiful antique effects by hang- 
ing the work to be bronzed in a 
smoky flame such as is produced by 
burning hay or damp straw for sev- 
eral days, but this method is too long 
drawn out for production work. 


Greens 


All of the patinas (genuine) and 
most of the simulated greens are 
basic compound of copper. Those in 
which no basic compounds are formed 
are unstable, sensitive to light and 
generally unsatisfactory for use. 

A light sensitive green which 
changes to black on exposure to light 
and which may be of interest to col- 
orers looking for photographic effects 
is produced by the following: 


Copper acetate .......... 5 oz. 
Sodium sulfate «....500.0 10 oz. 
Copper chioride ......... 3 oz. 
PCOMCTBOIE ies 60 secs oie 1 fi. oz. 


Let the solution dry on the work 
and repeat the process until the green 
is uniformly spread over the surface. 

An antique green can be simulated 
by the following procedure: Dip work 
into a mixture of 


Ammonium chloride ...... Y% OZ. 
Cream of “tartar. ..6.66%% OZ. 
Sodium chioride .......... 2 OZ. 
Copper nitrate ......6ss«6«% 1 oz. 
WANGON  orcieueiovavetayelsielv oie enters 1 qt. 


Dip work into this solution or brush 
it on and permit it to dry. Repeat as 
many times as is necessary. 
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A light yellow green can be ob- 
tained from this solution: 


Ammonium chloride ...... 10 oz. 
Copper ‘acetate ......6%.. 8 oz. 
VVC) Be acre ori eae MORSE 1 gal. 
DOMPCFature. ¢ .. 6.66. 180 deg. F. 


Prepare work by polishing those 
points that are to be highlighted and 
matting those points to be lowlighted. 
Scratch brush dry. 

A blue green sometimes referred to 
as a hardware finish: 


Sodium thiosulate ......... 3 OZ. 
Mervic MELALC® ..:6.6s\e's ees 8 02. 
VIEEOD crete o.oreie eis nie ser emereloreia 1 gal. 
Temperature......... 180 deg. F. 


This formula works particularly 
well on plated brass. Rinse the work 
well after dipping, dry in sawdust 
and lacquer with a green tinted lac- 
quer. 

For an antiqued green effect the 
following can be tried: 


Arsenious oxide ......... 1% |b. 
Basic copper acetate..... 3 Ibs. 
Copper carbonate ........ 1 Ib. 
Ammonium chloride ..... 3 Ibs. 
IMUPIATIC ACI: 60% )</0:<c0%5:.5: 1 qt. 
WV ICODY #2 caor5 er oraroveley ausioieyanorer 1 gal. 


Brush this on the work and per- 
mit it to dry. Continue until the 
proper color has been obtained. 


Blue 


Blue colors on brass are obtained 
by the well-known luster or color 
wash solutions which consist of so- 
lutions of lead acetate and sodium 
thiosulfate. A typical formula for a 
blue on brass is the following: 


Sodium thiosulfate ........ 8 oz. 
MHCAG “ACCIALE oie discoisiere s 00 4 oz. 
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WUSHEGID aici civle’e snerersioin diciereinie' 1 gal. 
Temperature......... 180 deg. F. 


The color that is produced is due 
to the formation of lead sulfide on 
the work and the reaction is of suf- 
ficient interest to warrant discussion. 
Lead acetate reacts with the thiosul- 
fate to form a soluble lead complex. 
This lead complex is reduced to lead 
sulphide by heat and the presence of 
other metals, and the sulphuric acid 
generated by the process is converted 
to sulphur and sulfur dioxide by the 
excess thiosulfate necessarily present. 
The reactions can be represented as 
follows: 


1. PbS,O, + H,O = PbS + H,SO, 
2. H,SO, + Na,S,0, = 
Na,SO, + H,O + SO,+ 8S 


The film of lead sulfide produced on 
the work is quite thin and in the case 


of copper gives rise to a number of 
interference colors ranging from yel- 
low almost to black. With copper, the 
reaction is slower and easier to con- 
trol so that many colors are easily 
obtainable. With brass, the reaction 
proceeds much more quickly, the zinc 
in the brass forms a couple with the 
copper, thus giving rise to a tendency 
towards a rapid precipitation of the 
sulphide on the metal surface. Lead 
sulfide in mass is black and an appre- 
ciable thickness of it is produced on 
the brass, yet the thickness is not 
sufficient for opacity and as a result 
the yellow of the brass comes through 
and the overall effect is a bluish color. 


Blacks 


Blacks on brass are produced gen- 
erally by the formation of copper 
oxide. A typical black chemical dip 
is the one given here: 








Cd Autuubhung Lane - but _ 


Better Lustre and Rinsing, Too: 





Really effective ball burnishing soaps are designed for the production of high 
lustres and quick, thorough rinsing, as well as speeded-up burnishing action. 


MAGNUS BALL BURNISHING SOAPS 


are specially compounded to do a better job on stainless or low carbon steels, 
brass, aluminum, nickel, chromium and other metals and alloys. They cut 
burnishing costs all along the line because of the time they save in burnish- 
ing and in rinsing. They improve quality in better lustre and in film-free rinsing. 


If you haven't investigated them—you've been missing worth while economies and improvements. 


MAGNUS CHEMICAL COMPANY 


en Manufacturers of Cleaning Materials, Industrial Soaps, Metallic Soaps, Sulfonated 
Oils, Emulsifying Agents and Metal Working Lubricants. 


208 SOUTH AVENUE 


GARWOOD, N. J. 


MaGNUS CLEANERS 
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Copper sulfate 
Water 


Add sufficient ammonia to almost 
completely redissolve the precipitate 
which first forms. It is important 
that no free ammonia be present as 
copper oxide dissolves in it and a 
poor black will be produced. The 
presence of undissolved precipitate 
indicates that no free ammonia is 
present. The temperature of the solu- 
tion should be maintained at approxi- 
mately 200 deg. F. After dipping in 
the solution above, rinse well and 
follow with a dip in a caustic soda 
solution consisting of 8 ounces of 
caustic per gallon. This dip has the 
effect of fixing the color. Rinse well, 
dry in sawdust, and then lacquer. 

Another method for producing a 
black which is not as satisfactory as 
the first can be obtained by dipping 
the work in a solution of copper ni- 
trate in water (about 50 parts ni- 
trate to 100 water) and shaking off 
the excess liquid. The work should 
then be dried. 

A formula for producing a black 
on brass somewhat similar to the 
first is this one: 


Copper carbonate . 8 oz. 
Ammonia 

(26 per cent) ..... I pt. 
Sodium carbonate .. 4 oz. 
VIELE 5 53lase tele rors eerie 1 gal. 
Temperature ........ 130 deg. F. 


Grey 
Colors sometimes called antique 
brass which are nothing more than 
greyish deposits of arsenic are ob- 
tained from the following two baths, 
with or without current: 


Arsenious acid ........... 8 oz. 
Sodium hydroxide ........ 10 oz. 
Sodium sulphate ......... 5 Oz. 
errr Seer rere 1 gal. 
Temperature ..... 100-140 deg. F. 
Arsenious acid ........... 10 oz. 
Ferrous sulphate ......... 8 02z. 
Hydrochloric acid ........ tpt. 
WVALOE neti ies de ce oa 1 gal. 
Temperature ............:; Room 
IVICA OE seseiens alot cits ereerele's 6 volts 


The deposits can be relieved with 
pumice on a wet scratch brush. The 
work must be lacquered. 


For the production of particularly 
artistic effects, brass can be copper 
plated on certain parts by the use of 
stop-off lacquers after which the lac- 
quer can be removed and the work 
subjected to the coloring process. 
This gives rise to a number of two- 
tone effects which can greatly en- 
hance the beauty of the finished 
piece. There are also methods for 
grinding in pigments such as sienna 
and burnt umber and combining them 
with chemicals and lacquers to pro- 
duce odd effects but these are not 
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ALUMILITE 


Rolled and Cast Aluminum shapes up to 25 feet in length 
finished by the anodic or alumilite process. 


Architectural and aeronautical pieces a specialty. Write: 


ALUMINUM FINISHING CORPORATION 


INDIANAPOLIS, IND. 
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true chemical coloring methods and 
will not be discussed here. 


In the following installment on the 
subject ‘Metal Coloring Theory and 
Practice,” we shall discuss the color- 
ing of iron and steel. 


Westinghouse Catalog 28-000. New 
and improved electric heating units and 
controls, designed to meet specific in- 
dustrial applications for heating liquids, 
solids, and air, are announced in a new 
38-page illustrated catalog issued by 
Westinghouse Electric & Manufacturing 
Co., Heating Division, Mansfield, Ohio. 

Strip heaters for use in ovens, crane 
cabs, valve houses, pipe lines, process 
machinery and hot tables; cartridge 
heaters for embossing machines; corox 
immersion heaters for oil tempering 
baths, sterilizers and humidifiers; and 
air heaters for crane cabs, truck houses, 
valve houses, locomotive cabs, scale 
rooms and garages, are featured in suc- 
cessive sections of the catalog, pages 
4 to 17. 


Pages 18 to 29 give details and illus- 
trations of automatic electric glue pots; 
electric melting pots; single and three 
heat snap switches; thermostats for 
temperature control of metals, fluids, 
and air; switches and contactors with 
recommended wiring diagrams; and spe- 
cial heating elements for ironing ma- 
chines, radiant type ink dryers, hat 
blocking machines, and _ vulcanizing 
units. The last nine pages cover gen- 
eral application data and photographs 
of actual installations. 

Each section contains information on 
the application of the units to particu- 
lar industrial heating problems, and ta- 
bles are listed throughout the catalog 
to assist in the proper selection on units 
to meet individual requirements. 


Free copies of Catalog 28-000 may be 
secured by writing to Westinghouse 
Electric & Manufacturing Company, 
Heating Division, Mansfield, Ohio. 





Simple Methods of Analyzing Plating 
Solutions. Fifth Edition, 1949. This 
booklet was originally published in 1930 
and has since that time achieved a cir- 
culation of over 10,000 copies. The pres- 
ent edition has been revised and brought 
up to date by a number of changes in 
details and by the inclusion of methods 
of analysis of the H-VW-M semi-bright 


May, 1940 


nickel (9-H) solution. Obtainable on 
request from Hanson-Van Winkle-Mun- 
ning Co., Matawan, New Jersey. 





Rome Polishing and Buffing Lathes. 
An illustrated eight-page catalog de- 
scribing Rome Polishing and Buffing 
Lathes is now being issued by Rome 
Machinery Sales and Engineering Co., 
627 Webster St., Rome, N. Y. Included 
in the catalog are the Rome Models 
“MOS” and ‘‘MIS”’ Single Spindle Multi- 
V Belt Drive Polishing and Buffing 
Lathes and also the Models ‘‘'2MOS”’ and 
“2MIS’’ Double Spindle, Individually 
Driven Multi-V Belt Drive Lathes. 

General specifications and tables of 
standard specifications, together with 
distinctive and important features of 
the units, are also included. 





Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated both by the adver- 
tiser and this magazine. 














“MAGIC” TACK RAGS 


IMPROVE YOUR 
FINISH 100% 


MAGIC TACK RAGS remove specks, 
lint and sand particles--- bring out that 
deep, smooth luster, produce a fault- 
less surface for white or colored finish. 
Why use ‘home made’”’ tack rags when 
you can buy MAGIC TACK RAGS at 
trifling cost! They are tackier, do not 
dry--- are dust-proof and spontaneous 
combustion proof. Packed in dozen and 
gross lots or more. Made only by the 


Wm. A. Juergens Co. 
4036-40 Lagrange Street, 
Toledo, Ohio, U.S. A. 
If your dealer does not carry Magic } 
Tack Rags, write us for sample. | 
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HE Plastics Industry, if consid- 

ered in the light of the multiplic- 
ity of uses to which plastics materials 
may be applied, even when based on 
requests for information with respect 
to barrel finishing operations that 
have come to us, would oblige us to 
be in complete accord with the gen- 
eral thought that this industry now 
easijy rates as the fastest growing in 
the world. 

That plastics in various types and 
forms have already replaced metals 
in a wide variety of applications, 
there can be no question. When we 
sought a reason for this among man- 
ufacturers who have adopted plastics, 
some of the reasons for their decis- 
ions were that plastics have great 
eye appeal in their multiplicity of 
colors and color combinations. Other 
reasons were as follows: the elimina- 
tion of machining operations requir- 
ing many types of both light and 
heavy machine equipment; freedom 
from rust and corrosion as well as 
tarnish which in itself provides for 
greater ease in maintenance; the ab- 
sence of the necessity for plating a 
base metal such as steel with nickel, 
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BARREL 


FINISHING OF 
METAL PRODUCTS 


Additional Factors in the 
Barrel Finishing of Plastics 


By H. Leroy Beaver 


copper, chromium, silver, gold, and so 
on (however, some plastics are now 
being plated); the ease in maintaining 
close tolerances in production of 
parts; greater cleanliness in and 
around production plants; and when 
susceptible to finishing in volume lots 
by the barrel method, the elimination 
of hand labor, with a consequent 
speeding up of production and lower- 
ing of production costs. 

One very pertinent reason given to 
us by a manufacturer who had adopt- 
ed plastics in replacement of metal 
parts was that aside from most of 
the foregoing factors he had adopted 
a thermoplastic material because all 
rejected parts and scrap could be re- 
ground and the material remolded. 
This enabled him to utilize his raw 
material to almost 100 per cent, 
which is rarely possible when work- 
ing in metals. 

We have previously used the term 
“plasticity” in commenting on the 
cold working effect on metals as ob- 
tained by an appropriate barrel fin- 
ishing operation, but this term can 
be applied also, but in a somewhat 
different sense, in a discussion of 
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plastics. For the most part, the plas- 
tics in most popular applications are 
considerably stronger when in a state 
of average normal room temperature 
than most people would suppose. For 
example, a rod % in. diameter and 
8 in. long will require the strength of 
an average man to bend it to the 
point of fracture, but in fabricating 
such a rod, ne heavy machinery is 
required to bend a plastic rod of this 
size into a circle, as would be the 
case with metal. If the plastic rod is 
heated to a proper working tempera- 
ture in a thermostatically controlled 
water bath, the warmed plastic rod 
may readily be formed into a circle 
and when cooled to normal tempera- 
ture will retain its circular shape. 
Flat forms or discs sliced or sawed 
from rods when heated in water may 
be die stamped with a wide variety 
of plain or intricate designs. The 
parts may then be finished by mass 
production methods in barrels follow- 
ing somewhat the same operating 
technique as in the finishing of metal 
products. 


While plastics have been in the 
process of development for many 
years, it has only been within the 
past ten years or so that they have 
come into such wide public notice. 
Cellulose Nitrate and Cellulose Ace- 
tate are two of the most popular 
which have been developed from cot- 
ton as a base material, and were 
among the first to meet with wide 
favor. Following these are the pheno- 
lic resins from which a wide range 
of parts are cast in individual molds. 
Following these we have the popular 
forms of casein, urea resin and a long 
line of other plastics far too great 
to enumerate. In addition there are 
the plastics which have been devel- 
oped for particular and special appli- 
cations. Finally, we have the gor- 
geously beautiful methyl methacry- 
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lite as represented by Lucite, Crys- 
talite, Acryloid and Plexiglas. In its 
various delicate colors crystal clear- 
ness and susceptibility to handling 
with unusual lighting effects will very 
possibly and within a short time out- 
distance all of its fellows in popu- 
larity. 

In the plastics field, we have a very 
rapidly growing new industry quite 
aside from that of the manufacture 
of the plastic material itself. It is 
an industry that bears the same rela- 
tion to the plastic field as the indus- 
try of metal stamping and forming, 
the manufacture of screw machine 
products, plating and polishing bears 
to the metal finishing field. Scat- 
tered all across the field of industry 
we have readily available many con- 
cerns whose business is the molding 
of plastic materials in desired forms, 
while others are rated as plastics 
fabricators who take the rough mold- 
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_ PAINTING 
«3 METALS 


DEOXIDINE cleans and prepares 
metal surfaces perfectly for paint- 
ing. Neutralizes rust-producers. 


LITHOFORM No. 2 keeps paint 
intact on zinc and cadmium sur- 
faces. 


Write for Bulletins 


AMERICAN 
CHEMICAL PAINT CO. 
Dept. 303 AMBLER, PENNA. 
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ed or screw machine parts and give 
them their final operation, complet- 
ing them either for “over the coun- 
ter’ sale as a plastic article or for 
assembly as a unit of a commercial 
product. 

According to current methods of 
barrel finishing, the procedure is 
largely predicated on the condition of 
the blanks or forms when ready for 
barrel procedure. If the parts are 
rough of surface such as having 
rough tool marks, or on parts that 
may have been blanked from sheet 
material and having rough edges, a 
wet grinding operation is sometimes 
used in which case the parts are 
placed in a water tight, maple or 
sappy yellow pine barrel having a 
capacity of 10 to 30 gallons. In this 
operation, the barrel is loaded to a 
line at the center of the axis of the 
barrel, much the same as metal parts 
are loaded for a similar operation. 











Borolon 


TRADE MARK 


POLISHING 
GRAIN 





First quality 

aluminum oxide 
abrasive grain manu- 
factured in our own 
electric furnace plant 
under strictest stand- 
ards of quality and 
uniformity. Available 
in four types (CT, T, 
B, TB), each of which 


is most efficient for Bor ‘oon on 
polishing work within Polish sing y Grait 
its field of application. 


Write for Abrasive 
Grain DataSheetNo.1 
giving complete de- 
tails. Samples sent of 
grainsizes youspecify. 








ABRASIVE COMPANY 


f Simonds Saw and Steel Company 


fe & Frale ey Streets - Philadel phia, Pa 
| Chicago Branch: 1624 South Western Ses. 
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Water is added to come just to, or q 
little below the surface of the load of 
parts. The abrasive or grinding ma- 
terial which may be FFF pumice or 
diatomaceous earth of equivalent 
mesh size is added in the proportion 
of from four to six ounces of the 
abrasive material to each _ twelve 
quarts of water. The speed of the 
barrel must, of course, be propor- 
tioned to its diameter. The desired 
speed should be such that the parts 
will rise to about % the distance up 
the periphery of the barrel and then 
maintain a rather sharp angle of 
overflow of the entire mass in the 
direction of the motion of the barrel. 
In no case should a barrel be oper- 
ated at such a speed that parts are 
carried to the top of the barrel 
where they are thrown out of the 
mass, for this would constitute fin- 
ishing by the action of impingement, 
and many plastic parts and especially 
those having pronounced angles will 
become nicked or otherwise damaged. 
No time cycle of operation is sug- 
gested because this will depend sole- 
ly on the character and depth of the 
tool marks or rough edges required 
to be removed, or rounded off. 


As a general rule, there is little 
need at present for the preceding wet 
barrel operation because plastic fab- 
ricators have perfected their process- 
ing methods and tools so that tool 
marks and other characteristic pro- 
duction marks are reduced to a mini- 
mum. As a result, a dry barrel opera- 
tion will generally suffice. The opera- 
tion of parts by the so-called dry 
method is generally carried out in a 
six or eight sided barrel which is 24 
to 30 inches in diameter and with 
single, double, or triple pockets aver- 
aging 24 inches in width, or barrels 
such as would be indicated by such 
barrel suppliers as Rudolph R. Seibert 
or The Lupomatic Machine Company. 
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In a dry barrel operation, wood 
pegs of an appropriate size or mix- 
ture of sizes are used in the general 
proportion of three parts of pegs to 
one part of the plastic parts to be 
cut down. Prior to placing the parts 
in the barrel it is customary to add 
about one quart of light paraffine oil, 
and when the surface of the pegs is 
all covered by a film of oil, dust in 
from one to two quarts of FFF pum- 
ice or diatomaceous earth of similar 
mesh size. As in the previous method, 
no operating time cycle is suggested 
for this is always dependent on the 
character of the finish desired, but 
in this operation, cycles of from five 
to ten hours are not unusual. 


When the desired surface condition 
is obtained, and this should be a soft 
matte semi polish, the abrasive ma- 
terial is cleaned from the surface 
with an oil impregnated sawdust us- 
ing about one quart of oil to each six 
quarts of fairly coarse sawdust. 
While kerosene oil is widely used in 
this operation, we do not subscribe to 
its use because the parts should be 
washed in a very mild alkaline solu- 
tion, and kerosene is not readily sa- 
ponifiable and far more difficult to 
remove than would be a very light 
vegetable oil, and absolute cleanliness 
is important to parts coming up for 
the final polishing operation. 


As an alternative to the operation 
immediately above described, an oper- 
ation quite widely applied to metal 
parts is also used wherein sawdust is 
utilized as the medium for carrying a 
greasy binding material to hold the 
abrasive. As in the preceding opera- 
tion, three parts of wood pegs to 
one part of plastic parts is the cus- 
tomary proportion. To each three 
parts of pegs, one quart of grease 
impregnated sawdust should be used 
to which is added about one pound 
of precipitated chalk (whiting) or a 
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material known as Celite, a form of 
diatomaceous earth of 325 mesh size. 
If this is exhausted before the desired 
surface finish is obtained, it would be 
advisable to add an additional charge 
of the chalk or celite. Operating time 
may vary from two to twelve hours, 
but must be continued until a finish 
is obtained that will be satisfactory 
for receiving the final or wax polish- 
ing operation. 

One prominent plastics manufac- 
turer recommends the following form- 
ula for preparing grease impregnated 
sawdust: 


Coarse Hardwood Sawdust. ..100 lbs. 


Precipitated Chalk (325)..... 25 Ibs. 
Twice Ground Tripoli........ 5 Ibs. 
Rendered Beef Tallow........ 20 Ibs. 
FONISHNES @WE occ ccs cclcines 2 qts. 


This composition may be prepared 
by placing the sawdust in the barrel 
in which the operation is to be per- 
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formed and melting the tallow and 
adding the flushing oil. This solution 
should than be poured over the saw- 
dust and operated in the barrel until 
the sawdust is fully covered. The 
tripoli and chalk may then be dusted 
in and the barrel again operated until 
a thorough mixture is obtained, after 
which the treated sawdust may be 
added for the cutting down or 
smoothing operation as above de- 
scribed. This material should be kept 
stored in covered metal containers. 
For the final waxing or polishing 
operations there are many formulas 
of wax compositions, but in the 
main, commercial bees wax and Car- 
nauba wax are widely used. Some 
typical formulas are as follows: 


ISCCS VAR © 55 be. sicies. ce 14 pound 
Carnauba Wax ...... 14% pound 
Pure Gum §Spts. 

PUPDCNUNC: 2 6:.5sis 5 2s 1 gallon 









ere POLISHING 


fo) die) 3 AND 


svi BURNISHING 


CARBIDE 

Selected ores carefully 
refined to give you bet- 
ter polishing and bur- 
nishing performance. 


CORUNDUM 


TURKISH 
EMERY 






AR 
QUALITY’ AMERICAN 
ABRASIVES ABRASIVE COMPANY 


WESTFIELD MASS. 
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Shave the wax into chips, place in 
a suitable container and add the 
Turpentine and dissolve, or 


Stearic Acid) 6.665 606% 4 ounces 
Carnauba Wax .....6. 8 ounces 
TUPPCNGING 5.566 ee ences 1 gallon 
Dissolve same as above, or 

Stearic Acid: 26.05... 4 ounces 
Spermacetti ......... 4 ounces 
Paraffine Wax ....... 4 ounces 
Carnauba Wax ... 2... 4 ounces 
Flushing OW 2.2.5.0. 4 ounces 
TRCCS WOK aiecscoisce oaerereres 2 ounces 
TUPPENUINE: ..6.66-o ba5:5 foc 1 gallon 


In using any wax preparation, new 
pegs should be used. For one bushel 
of average pegs (approximately 24 
pounds in weight) melt four to six 
ounces of wax solution over a water 
bath until it is thin enough to pour. 
The pegs should be placed in the 
barrel after which the melted wax 
can be poured over the surface and 
the barrel operated until the pegs are 
thoroughly covered. The pegs, when 
properly coated, will have a “tacky” 
feel aft'd the plastic parts are then 
added to the mass and operated until 
the final polish is obtained. When the 
wax coating is exhausted either by 
being absorbed by the wood pegs or 
by a deposit on the surface of the 
plastic parts, the pegs will have a 
glossy appearance and a smooth feel 
to the touch. When in this state the 
pegs are no longer effective. When 
the pegs reach this condition, the 
plastic parts should be removed from 
the mass. Two to four ounces of 
additional melted wax should then be 
poured on the pegs for renewal of 
their wax surface after which the 
parts may again be placed in the 
barrel and operated as before. 


As a rule, barrels for plastics pol- 
ishing are made eight sided, with 
four panels that may be removed 
and replaced with screen panels. In 


May, 1940 








ey ee ee” a 


‘Ww 
e] 


ons 


a | 


— - OD 


i, i) a, i eo ee en ¢ ° = 


al 








this operation, the frictional heat 
developed does not permit the wax 
coating to become completely hard- 
ened. For this reason, after an ap- 
propriate operating cycle in the com- 
pletely closed barrel, the screen 
panels are substituted to provide for 
cooling of the waxed surface and 
bringing it to a high lustre. 

Some operators prefer to have 
their wax solutions reduced to liquid 
form so that they may be used di- 
rectly from the can without heating. 
Others maintain that the more solid 
wax solutions that require melting 
will function more satisfactorily. In 
our own research, we find little dif- 
ference in the final result whether 
the wax requires thinning or is used 
in its thinned state. 


While the above covers in a some- 
what condensed form the principal 
factors and formulas and the method 
for their use, new research is being 
continuously carried on toward a sim- 
plification of finishing processes for 
plastics. As an illustration of this 
we might mention that we now have 
several commercially applicable plas- 
tics that require only one barreling 
operation. The first or ashing process 
is followed by immersion in a solvent 
solution for the particular plastic. 
The attack of the solvent on the sur- 
face removes the remainder of tool 
marks and rough areas and leaves 
the parts with a high surface luster 
which is a part of the plastic itself 
rather than a thin coating of pol- 
ished wax. 


As an illustration of dip polishing, 
we might note casein plastic which is 
soluble in a sodium hypochlorite solu- 
tion which is generally used at a 
temperature of 150 deg. F., but which 
may also be effectively operated at 
room temperatures. The parts are 
left in the solution for 2 to 5 min- 
utes after which they are removed, 
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washed, and dried. The surface is 
somewhat softened when first re- 
moved from the solution, but dries to 
a hard, glazed surface. 

Dip polishes are far less expensive 
and more rapid than any barrel fin- 
ishing operation for final luster, and 
certainly more permanent than wax 
coatings. All indications point to a 
greatly accelerated research activity 
in the development of plastic solvents 
for use in such final dip polishing 
operations Not only are dip polishes 
being developed, but our own research 
in the use of more adequate mediums 
than the light specific gravity wood 
pegs and sawdust currently operated 
with abrasives for preliminary 
smoothing operations by the barrel- 
ing process is progressing at an en- 
tirely satisfactory rate. Thus, the 
present research is working toward a 
very material reduction in operating 
time cycles for the operation prelim- 
inary to final polish. 
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$-310 
RUST INHIBITIVE 


Formulated specifically for the fol- 
lowing properties: _ 
1. Very fast air-drying 
2. Water-whiteness 
3. Tenacious adhesion 
4. Hardness combined with flexi- 
bility 
and 
RUST RESISTANCE 


S-310 


is used and recommended as a clear 
coating for hand tools, machine 
tools, hardware and wherever a 
clear protective coat for bright 
metal is required. 


The Varnish Products Co. 


5208 Harvard Ave. Cleveland, Ohio 
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How We Cut Cleaning 
Costs and Obtained 
a Better Finish 


By L. L. MANLEY 


Superintendent, New England Screw Company 


WO cleaning systems were in use 

in our factory when we undertook 
the task to reduce cleaning costs, one 
to take care of work coming from 
slotting machines and the other to 
handle work from threading ma- 
chines. The slotted work was first 
hand-riddled and then washed in ker- 
osene. The threaded work was hand- 
washed in a tank and dried in a gas 
fired rotary drier. These operations 
required four men to handle the 
work. 

Under our new system, the clean- 
ing of a great variety of standard and 
special screws, such as rivets, bolts 
and nuts in steel, steel alloys, brass, 
bronze, Everdur, aluminum, silver 
and nickel silver is done in one ma- 
chine and the work is handled by two 
men. The cleaning is done in batches 
of 35 to 75 pounds, and the machine 
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is so designed that it will clean both 
large and small work with almost 
equal speed and without mixing. 

The slotted work is fed into an 
Ideal chip separator where all of the 
large chips and most of the smail 
one are removed, and which dis- 
charges the work to the loading skip 
of the wash, rinse and dry machine. 
Threaded work is dumped directly 
into the loading skip of the machine, 
from tote boxes. 

The cleaning machine, designed and 
manufactured by N. Ransohoff, Inc., 
Cincinnati, Ohio, is a double deck ar- 
rangement to conserve floor space. 
In the upper deck, the work is given 
a soaking wash, a spray wash, a 
drain, a rinse and a drain and the 
work is then discharged into the dry- 
ing drum on the lower deck where it 
is thoroughly dried and returned to 
the operator. The drying drum is 
equipped with a hopper for receiving 
plated work which is not passed 
through the washing and drying op- 
erations. 

The washing and rinsing tanks 
each have a capacity of 500 gallons 
of water. Three pounds of cleaning 
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Illustration showing installation 
of a Ransohoff cleaning unit. 


compound are mixed with 
the wash water and one 
pound of alkali to the 
rinse water. An addition- 
al amount is added to 
each tank each day to 
maintain the proper solu- 
tion strength. 

The heat for the entire 
setup is furnished by a 
144 gallon per hour oil 
burner in the drier, at the 
extremely low fuel cost of 
eight cents per hour. 

From the oil combus- 
tion chamber the heated 
gasses are conducted into 
stainless steel tubes which 
heat the drying air to 400 degs. F. 
by indirect heat. The gasses pass on 
to the flues submerged in the wash- 
ing and rinsing solutions which are 
heated to 140 degs. F. 

The oil supply tank is in the base- 
ment and the fuel is pumped eight 
floors to an auxiliary tank mounted 
above the machine. The level in this 
tank is maintained by a float and 
mercury switch control. 

The oil burner exhaust passes 
through a small lead-coated copper 
pipe inside a galvanized pipe. The 
two floor rise of this pipe to the roof 
produces enough natural draft to 
handle the exhaust. 

The machine stands on a wood 
floor and sprinkler heads above it 
are set at 250 degs. F. However, the 
hottest place under the combustion 
chamber is only 180 degs. F. 

An unlooked for but welcome ad- 
vantage of this new system is that 
the finish on our product is improved 
in quality and is uniform. Ferrous 
and non-ferrous screw machine prod- 
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ucts come from the machine without 
a trace of discoloration and the alkali- 
deposit is sufficient to keep the fer- 
rous parts from rusting over a pe- 
riod of from three to five months. 


Efficient Filtration 


By Rosert J. GREEN 


Filtration Division, Alsop Engineering 
Corporation 


RECENT development in porta- 
ble filters is of unique design 
and provides a high speed machine 
that can be used with safety to filter 
practically any type of plating bath. 
A view of the unit—known as Hy- 
Speed filter—in operation in a plat- 
ing department is shown in the ac- 
companying illustration. This filter 
unit is designed with laminated sheets 
molded in disc form which provide 
the filtering medium. 
The filtering discs are perforated 
with holes of various sizes to provide 
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a number of grades of porosity. In 
this manner, any degree of filtration 
can be obtained by simply changing 
discs. The entire filter assembly, in- 
cluding the chamber and plates, can 
be taken apart, thoroughly cleaned, 
new discs installed and all compo- 
nent parts reassembled in five min- 
utes’ time. 

By means of the Hy-Speed filter, 
many solutions that have in the past 
been neglected, such as all cyanide 
baths, acid copper, electro cleaners, 
and dilute acid dips can now be fil- 
tered. The discs of the unit are com- 
posed of a fibrous material which 
will withstand corrosive liquids. Since 
the discs are economically construct- 
ed, they can be thrown away after 
each separate bath is filtered. 

The Hy-Speed filter is light in 
weight, thus making it easily porta- 


56 PRODUCTS FIN!SHING 








Illustration showing an installation 
of an Alsop plating solution filtering 
unit. 


ble and instantly available for 
any filtering job in any part 
of the plant. The machines 
are composed of various 
metals and alloys such as 


stainless steel, bronze, 
nickel, and Monel metal. 
The capacity of the port- 


able unit ranges from 5 
to 30 gallons per minute. 
Stainless steel units have 
been recommended for use in 
filtering solutions such as 
bright nickel, cadmium, and 
various cleaners where the 
solutions are filtered by 
means of the same unit. 

This illustration shows a 
high-speed filter unit in operation on 
a bright nickel tank. 





Hilo Sheet Metal Coatings. Finishing 
materials for coating sheet metal prod- 
ucts are described in bulletins which 
have been designated as No. 20-1 to 
20-10 and are now being issued by Hilo 


Varnish Corp., 42-60 Stewart Ave., 
Brooklyn, New York. 

These sheet metal coatings are as 
follows: Finishing Coating Varnish; 


Finishing Varnish for Imprinting; 
Heavy Finishing Coating Varnish; Press 
Varnish; Sizing Varnish; Backing Coat- 
ing Mixing; Coating Mixing Varnish 
“A”; Coating Mixing Varnish ‘“B’’; 
White Coating ‘‘A’’; White Coating 
“B.’’ Copy free upon request. 





Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated both by the adver- 
tiser and this magazine. 
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Cut page on dotted line and place with Products Finishing Editorial Supplement 
“Accelerated Service Tests for Finishing Materials.” 





No. 13 Oil Test 


Determination of the resistance of an organic finish to oil. 


APPARATUS: Lubricating oil, container, thermometer. 


PROCEDURE: Completely finish the panel so that no bare metal 
is exposed. After aging twenty-four hours, immerse the panel in 
the oil to a depth of two inches. Maintain the oil at seventy de- 
grees Fahrenheit. Allow the panel to remain immersed until 
breakdown occurs, making daily inspections by withdrawing the 
panel and wiping the finish with a clean cloth. The type of oil, 
aging period and temperature may be varied to suit particular 
requirements 


CONCLUSIONS: The time for the softening of the film, bubbling 
and change in color and gloss is indicative of the resistance of 
the finish to oil. 








No. 14 Grease Test 


Determination of the resistance of an organic finish to house- 
hold greases and lubricating grease. 


APPARATUS: Lard, unsalted butter, lubricating grease, ther 
mometer. 


PROCEDURE: Completely finish three panels so that no bare 
metal is exposed. After aging the panels twenty-four hours, coat 
them each with one of the greases to an eighth of an inch. Place 
the panels in a horizontal position and maintain the temperature 
at one hundred degrees Fahrenheit. Allow the panels to remain 
coated until breakdown occurs, making daily inspections by wip 
ing off the greases with a clean cloth. The aging period and tem- 
perature may be varied to suit particular requirements. 


CONCLUSIONS: The time for the softening of the film, bubbling 
and change in color and gloss is indicative of the resistance of the 
finish to household and lubricating greases. 

















No. 15 Humidity Test 


Determination of the resistance of an organic finish to humidity. 


APPARATUS: Humidity cabinet with vertical panel rack, live 
steam jet and wet and dry bulb thermometers. 


PROCEDURE: Completely finish the panel so that no bare metal 
is exposed. After aging twenty-four hours, place the panel in the 
cabinet and maintain the temperature at one hundred degrees 
Fahrenhei and the relative humidity at one hundred per cent. 
Allow the panel to remain in the cabinet for sixteen hours. Remove 
to room temperature and relative humidity for eight hours. Repeat 
this cycle until breakdown occurs. The cycle, temperature, rela- 
tive humidity and aging period may be varied to suit particular 
requirements. 


CONCLUSIONS: The time for film breakdown, blistering, etc., 
is indicative of the resistance of the finish to humidity. 








No. 16 Salt Spray Test 


Determination of the resistance of an organic finish to salt 
spray. 


APPARATUS: Ten per cent salt solution, salt solution reservoir, 
salt spray box inclined to twenty degrees with the horizontal and 
fitted with removable top, vertical panel rack and atomizer. 


PROCEDURE: Completely finish the panel so that no bare 
metal is exposed. After aging twenty-four hours, place the panel 
in the box and allow to remain in the salt atmosphere until break- 
down occurs. Make daily inspections, washing off the encrusted 
salt in fresh water. The concentration of the salt solution and the 
aging period may be varied to suit particular requirements. 


CONCLUSIONS: The time for film breakdown, blistering, etc., 
is indicative of the resistance of the finish to salt spray. 


























A BC of Spray Painting Equipment. 
A handbook designated as “A B C of 
Spray Painting Equipment” is now be- 
ing issued by The DeVilbiss Co., Toledo, 
Ohio. 

Just about every conceivable item of 
spray painting equipment is described 
and their functions explained, in the 
five parts of the book. The subjects 
treated are, the Paint Spray Gun, its 
troubles, remedies, and accessories; 
Material Containers; Hose and Hose 
Connections; Air Transformers and Con- 
densers, and Air Compressing Outfits. 

The material in the book is presented 
in question and answer form. The ques- 
tions are those most often asked at The 
DeVilbiss Training Schools and at the 
numerous clinics which The DeVilbiss 
Co. has conducted. The answers are 
comprehensive and readily understood. 
A most studied effort was made in pre- 
paring the book to refrain from highly 
technical or involved terms. 

Added clarity is lent the text of the 
book by the frequent illustrations and 
diagrams found in it. 

Single copies may be obtained free or 
arrangements made for procuring copies 
in bulk, by writing to The DeVilbiss 
Co., Toledo, Ohio. 


Westinghouse RLM Fluorescent Lamp 
Luminaires. Leaflet 61-152 in which 
Westinghouse RLM Fluorescent Lamp 
Luminaires with porcelain enameled re- 
flectors are described has been pub- 
lished by the Westinghouse Electric & 
Mfg. Co., East Pittsburgh, Pa. The lu- 
minaires are designed for general or 
supplementary lighting in low bay in- 
dustrial areas and are available only 
in two-lamp, 40-watt, 48-in. sizes for 
spread distribution. 

The leaflet gives full details regard- 
ing the construction and mounting of 
the RLM luminaires and, in addition, 
contains a chart on voltage data. Also 
included is a graph showing the typical 
spread distribution curves of the lumi- 
naire as well as information regarding 
the installation of this unit. 


Copy of leaflet 61-152 can be obtained 
by writing to the Westinghouse Light- 
ing Division of the Westinghouse Elec- 
tric & Mfg. Co., Cleveland, Ohio. 


Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated both by the adver- 
tiser and this magazine. 








Publicity—Wm. J. Wise, 601 Oxford Ave., 
Dayton, Ohio 

Educational—H. C. Luechauer, 19 Stockton 
Ave., Dayton, Ohio 

Exhibits —G. Lewis Smith, 618 McKaig 
Ave,. Troy, Ohio 

Program—Corliss W. Powell, 321 Brooklyn 
Ave., Dayton, Ohio 

Banquet and Entertainment—E. W. Cochran, 
921 Rosedale Drive, Dayton, Ohio 

Registration — Leon L. Haas, 64 Markison 
Ave., Columbus, Ohio 








Make plans now to attend the... 


1940 CONVENTION 
AMERICAN ELECTROPLATERS’ SOCIETY 
June 10-11-12-13 


THE DAYTON BILTMORE HOTEL 
DAYTON, OHIO 
GENERAL CHAIRMAN—Chas. C. Conley, 2505 Catalpa Drive, Dayton, Ohio 


SECRETARY—Corliss W. Powell, 321 Brooklyn Ave., Dayton, Ohio 
TREASURER—William Durnbaugh, R. R. No. 4, Xenia, Ohio 


COMMITTEE CHAIRMEN 


Recreation—Edison C. Sickman, 259 Aber- 
deen Ave., Dayton, Ohio 


Plant Visitation—Fred Berner, Coolidge and 
Hadley Road, Dayton, Ohio 


Hotel Reservations—Robert B. Skinner, 2603 
Shafer Blvd., Dayton, Ohio 


Transportation—Clarence Folz, 1009 Haynes 
St., Dayton, Ohio 


Advisory—Walter Fraine, 507 Grand Ave., 
Dayton, Ohio 
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Pinishes THAT AID IN 
APPEARANCE AND UTILITY 


(Right) — The spatter 
finishes on radios of the 
type shown herewith are 
available in a variety of 
colors to harmonize with 
the interior finishes of 
the modern automobile. 


(Photo Courtesy The Crosley Corporation) 
(Photo Courtesy Modern Packaging Magazine) 


(Left) — The five-gallon oil can 
shown here is suitable for re-use 
with oil, kerosene, or water and is 
designed for convenience and attrac- 
tive appearance. The top head of 
the can is galvanized iron and the 
side is enameled in striking colors. 




















(Pl 





on) 














(Photo Courtesy American Rolling Mill Co.) 


(Right) — This counter 
display was designed by 
George Welp and W. H. 
Ruxton for use in dis- 
playing artists’ oil col- 
ors. The unit is finished 
with white Polymerin, 
Ault & Wiborg’s speed- 
bake metal finish. 





(Left)—This Mastercraft bathroom 
cabinet is the latest addition to the 
line of baked enamel cabinets manu- 
factured by the National Metal 
Products Co. The brilliant stainless 
steel body of the frame makes it a 
most attractive product. 


(Photo Courtesy Ault & Wiborg Corp.) 
















Crown “Airflo” Portable Painting 


The Crown Spray Gun Mfg. Co., 1218 
Venice Blvd., Los Angeles, Cal., is an- 
nouncing a complete line of ten ‘‘Air- 
flo’’ portable painting outfits driven by 
3, and %-h.p. General Electric mo- 
A new high in efliciency is said 
to be obtained through the use of an 
improved ventilation system. The dia- 
phragm-type compressors feature welded 
steel frames of light weight but rugged 
working parts 
fully encased, and the air gages, 
justable pressure pop 





Crown “Airflo” Portable Painting Unit 


unloaders, and air outlets are well pro- 
tected by the extended lines of design. 

The Type PC spray gun has the ex- 
clusive feature of an adjustable interior 
atomization spray head which is said to 
enable satisfactory 
tained with all types of materials. 
Type SC suction type gun has full spray 
width control and is equipped with a 


results to be ob- 
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container cover assembly and _ quart 
aluminum container. This gun is con- 
vertible for use with standard pint 
paint cans. Both the Type PC and Type 
SC guns are furnished with air valve 
assemblies which can be converted from 
non-bleeding to bleeder types by simple 
adjustment with a screwdriver, and are 
finished in Moly-Black. 


Hilo Aluminum Paint 


A quick-drying ready mixed alumi- 
num paint is now being marketed by 
Hilo Varnish Corp., 42-60 Stewart Ave., 
Brooklyn, N. Y. This finishing material 
is said to be especially suitable for dip- 
ping parts such as bed springs and 
similar long work. 


Hilo Aluminum Paint is said to have 
particularly good leafing. The coating 
dries in one-half hour to handle and 
overnight to ship. The finish will bake 
at 200 deg. F. in 15 minutes. 


Hilo Aluminum Paint may also be 
applied by spraying. The finish can be 
reduced two parts paint to one part of 
aluminum paint reducer for dipping, or 
one part of paint to one part of re- 
ducer for spraying. 


Binks No. 240 Spray Line Marker 


The Binks Manufacturing Co., 3114-40 
Carroll Ave., Chicago, Ill., has placed 
on the market a spray line marker to 
be known as the No. 240. This unit is 
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Volume Finishing at a Saving 





Packer... 


POLISHING & soto MACHINES 


* Finishing Room costs are vital 
factors in Production. They must 
keep step with competition and 
still show a Profit. Packer-Matic 
is the answer. 


“4 EXAMPLE: Hardware manu- 
facturers are using Packer-Matic 
to do a more uniform Finishing 
job with increased production 
and at a Saving in Finishing 
Room Costs. 


* Varied shapes and sizes 
of Parts both large and 
small are efficiently Pol- 
ished and Buffed on 
Packer-Matic — Auto- 
matically — the modern 
way. Three types of 
Packer - Matic, Rotary 
(shown), Straight Line 
Conveyor and Roll, are 
proving their value, daily, 
in factories where volume 
Finishing is imperative. 
Send your Part and get a 
“Time Study.’’ gratis — 


you'll find it worthwhile. 
WRITE ‘Time Study” Dept. 














Pioneer Manufacturers of Automatic 
Polishing and Buffing Machines 


THE PACKER MACHINE CO. meniven, conn. u.s.a. 
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Binks No. 240 Spray Line Marker 


portable 
of traffic 
and 


said to be a_ self-contained 
spray unit for the marking 
lines for factories, warehouses, 
so on. 

The No. 240 spray line marker is de- 
signed for one-man operation and is said 
to be capable of laying down a stripe 
from two inches to six inches in width 
at the rate of four miles per hour, de- 
pending on the condition of the pave- 
ment or floor. The unit is equipped 
with a *% h.p. gasoline engine and pneu- 
matic tires. A twelve gallon material 
pressure container provides the spray 
gun with material. 


No. 1 Chromelume 
An industrial finish consisting of a 


ready mixed aluminum, to be known as 
‘“‘No. 1 Chromelume,’”’ has been placed 


Made only 





from 


on the market by Tousey Varnish Co., 
520 West 25th St.. Chicago, Ill. This 
varnish is said to have extreme bril- 
liance and is designed for finishing 
metal surfaces. The finish will air dry 
in 15 minutes and, according to the 
manufacturer, will not rub off after 
aging. 

No. 1 Chromelume can be dipped. 
sprayed, or flow coated. It will retain 
its elasticity and remarkable luster and 
will not powder. No. 1 Chromelume can 
be used for finishing products such as 
office equipment, cabinets, machinery 
instruments, and metal vaults. 


GuildSander Type G-3 


The Syracuse GuildTool Co., Syracuse, 
N. Y., announces the addition of a port- 
able electric sander using stundard 3 x 





GuildSander Type G-3 


24-in, abrasive belts to its line of prod- 
ucts. ‘With a belt speed of 1,350 ft. per 
minute, this tool, designated as_ the 


select 


grades of ore—accurate- 


ly graded and thorough- 
ly cleaned. Prompt ship- 
ment on every order. 
Cuts cleaner—cuts faster. 






Write for trial lot. 


HAMILTON 


EMERY & CORUNDUM CO. 
® MASS. 





Naxos Emery 


CHESTER 
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“HECCO 
BRAND” 


American 
Emery 
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GuildSander Type G-3, is said to speed 
up sanding and surfacing operations on 
wood, metal, marble, slate, plastics, and 
other composition materials. It is 
equipped with a %-h.p. universal motor 
and can be operated on any 110-volt 
a.c. or d.c. line. The sander can also 
be supplied for other voltage require- 
ments. 

The GuildSander Type G-3 is bal- 
anced, compactly built, and easy to 
handle. All moving parts, including the 
drive and idler pulleys, are equipped 
with precision ball bearings. A _ pat- 
ented belt aligning control on the sander 
is said to insure perfect belt traction 
regardless of motion used. In addition, 
the sander features a patented quick 
belt change latch which, it is claimed, 
cannot stick. 

Light in weight (15 lbs.), the Guild- 
Sander Type G-3 is said to operate effi- 
ciently on both bench and holding jobs 
as well as on new work or in removing 
old finishes, interior or exterior. The 
frame is sturdily cast of aluminum al- 
loy and has a highly polished mirror- 
like finish. 


Portable Chemical Laboratory 


The portable chemical laboratory 
shown in the accompanying illustration 
is designed for application of accurate 
chemical analysis on a small scale to 
the field of electroplating. This porta- 
ble laboratory was designed by Joseph 
B. Kushner, 126 W. 32nd St., New York 
City, for the purpose of rendering elec- 
troplating and finishing departments 
with a complete, prompt field service. 

The portable laboratory, which looks 
something like a valise when closed. 
contains a full array of testing and 
chemical equipment such as _ burettes, 
pipettes, standard chemical solutions 





Portable Chemical Laboratory 


and reagents. Heat is applied by alco- 
hol burners. When closed and fully 
loaded, the portable laboratory meas- 
ures 18 in. long by 8 in. deep by 12 in. 
high and weighs only 20 lbs. 

By means of the portable laboratory, 
all types of plating tests can be per- 
formed, such as analyses of plating so- 
lutions, thickness determinations, pH. 
efficiency testing, throwing power, and 
so on. ‘ 


Jackson Folding Eyeshield 

An eyeshield of light weight, folding 
design has been announced by the Jack- 
son Electrode Holder Co., Detroit, Mich. 
The shield is recommended particularly 
for workmen engaged in buffing, polish- 
ing, and light grinding operations and 
woodworking, as well as for helpers 
around spot, flash, and gun welding 
machines. 
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POLISHING MACHINES 


POLISHING LATHES x... Ask 
for Catalog No. 10. 


AUTOMATICS * .. . Rotary 
and Strait-Line. 
for prices and approximate pro- 
duction figures. 







Send samples 
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According to the manufacturer, the 
shield fits the face snugly and comfort- 
ably, provides complete eye protection, 





Jackson Folding 
Eyeshield 


and does not interfere with prescription 
glasses. Wide vision is afforded in all 
directions through lenses of flexible, 
shatterproof Plastacele, and ventilation 
is provided through screened grommets. 
The shield can be folded flat and is 
designed to fit the vest pocket. 


ADIRONDACKS 
GORE MOUNTAIN 
CRYSTAL GARNET 
ORE 


ABRASIVE GARNET 


World's Standard for Over 60 Years 
FOR 
Abrasive Paper and Cloth 
Grinding Wheels 
Sand Blast 
Lithographing 
Non-Skid Surfaces 
Wearing Surfaces 
Ornamental Purposes 
Minus 300 Mesh For Polishing 


BARTON 
MINES CORPORATION 


NORTH CREEK, WARREN COUNTY, N.Y. 
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Westinghouse Drying Lamps 


Four infrared drying lamps in 250- to 
1,000-watt sizes, designed for industria] 
and commercial drying and heating 
jobs, have been placed on the market 
by Westinghouse Lamp Division, Bloom- 
field, N. J. The infrared drying lamp 
line includes a 250-watt lamp with pear- 
shaped clear glass bulb and medium 
screw base; a 250-watt reflector drying 
lamp with an inside-frosted bulb, also 
with medium screw base; and 500- and 
1,000-watt lamps in clear glass, globular 
bulbs, both with medium bipost bases, 
for heavy duty work. All are designed 
for use on 105- to 120-volt circuits. 


The reflector drying lamp is a self- 
contained lamp and reflector, incorpo- 
rating a metallic reflecting coating 
which is applied to the inside of a 
specially shaped blown glass bulb, then 
hermetically sealed in the bulb. In this 
manner, the reflector is protected from 
dust, dirt, moisture, and deterioration. 
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Westinghouse Drying Lamp 


The rated laboratory life of all drying 
lamps is said to be in excess of 5,000 
hours. Westinghouse Infrared Drying 
Lamps can be used for many heating 
and drying operations including the 
drying of enamels, lacquers, and paints. 





DeVilbiss NCB Spray Painting 
Unit 

A line of small spray painting outfits 
of streamline design, to be known as 
the ‘‘NCB,’’ is announced by The De- 
Vilbiss Company, Toledo, Ohio. The 
line includes five different spray equip- 
ment assemblies each of which is built 
around a \4-h.p. electric, motor-driven, 
air compressing unit. Three of the as- 
semblies are of the cup-gun type while 
the other two include a pressure feed 
paint tank of 2-gal. capacity. 


The air compressing unit consists of 
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a ball bearing, piston type compressor 
which is direct connected to a standard 
¥,-h.p. motor. This motor and compres- 
sor together with an air strainer, crank- 
case, and pulsation chamber form an 
integral unit that is enclosed in a 
streamlined housing. The exterior sur- 
face of the housing is attractively fin- 
ished in two-color crystaline. 


According to the manufacturer the 
DeVilbiss NCB Spray Painting Outfit 
is expected to fill a long felt need 
wherever small spray painting equip- 
ment can be used to advantage. This 
outfit has a ra‘ed displacement of 4.3 
cu. ft. of air per minute at 40 lbs. pres- 
sure. Actual air delivered at this pres- 
sure is 2.6 c.f.m. The NCB outfit has a 
maximum pressure of 50 Ibs. and is said 
to perform consistently without break- 
down or repair. It is compact in de- 
sign, light in weight, and can be easily 

















DeVilbiss NCB Spray Painting Unit 


carried. In addition, the outfit is pro- 
vided with four rubber feet to eliminate 
vibration and crawl. The NCB spray 
painting outfit shown in the illustration 
includes a pressure feed spray gun with 
one-quart cup and 12 ft. of 4-in. braid 
covered air hose. 


Van Dyke Fluorescent Lighting 
Fixture 


Van Dyke Industries, 2900 S. Halsted 
St., Chicago, Ill., are now marketing a 
socket type, fluorescent lighting fixture 
to be known as the No. 3001. This light- 
ing fixture is suggested for use where 
detection of imperfections in work, and 
discrimination of colors is desirable. 

The No. 3001 fluorescent lighting fix- 
ture can be screwed into a _ standard 
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socket as easily as inserting a light 
bulb. The unit is supplied for A.C. only. 
The standard finish on the light unit is 





Van Dyke Fluorescent Lighting Fixture 


Van Dyke Morocco brown. The unit is 
made in various lengths and for one or 
two lighting tubes. 


Roe Buffing Machine 


Lewis Roe Mfg. Co., 1050 DeKalb 
Ave., Brooklyn, N. Y., has placed on 
the market a buffing machine designed 
for light buffing and coloring. The ma- 
chine consists of head and stand and is 
driven by 4 h.p. A.C. or D.C. motor 
which is mounted on a stand. 
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PRODUCE 
CLEANER, FASTER, SMOOTHER PLATING 
A wood woven cylinder adaptable 
to any barrel plating tank. 
Initial cost less than one-half. 
There is no maintenance cost. 
Stocked in sizes to fit 
your present tank. 
Write for illustrated folder. 


Use them once—you'll use them always 


JOHN KING 


48 SPRINGFIELD ST., DAYTON, OHIO 
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GARDNER PUBLICATIONS, Inc. 
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The Roe Buffing Machine is equipped 
with two self-aligning ball bearings and 
has a %-in. spindle 22 in. long. Longer 
spindles are available for special appli- 








Roe Buffing Machine 


cations. The spindles are turned down 
at the ends to % in. and threaded eight 
square threads to the inch. The ends 
of the spindle are tapped for taper 
points which are furnished with the 
machine. 


A V belt and a device for keeping the 
belt at a uniform tension is also fur- 
nish as standard equipment. The ma- 
chine weighs approximately 100 pounds. 


SKYBRYTE 
Aluminum Wares 


e For plain or anodic surfaces. 


For production or maintenance. 
Beautify and protect all bright 
surfaces. Write for samples. 


THE SKYBRYTE CO. 


CLEVELAND, OHIO 
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Sprayit Model FL Flock Spray 
Gun 


The Electric Sprayit Co., 1415 Illinois 
St., Sheboygan, Wis., has placed on the 
market a flock spray gun to be known 
as the Sprayit Model ‘‘FL.”’ This unit is 
said to provide the means of applying 
flock material. . 


The flock consists of finely cut rayon, 
cotton, or wool, which, when sprayed 
on any surface through the Model FL 
Flock Gun, is said to produce a velour 
or suede-like finish. Flock can be used 
for application on novelties, trays, and 
other items where the use of this in- 
teresting material leads to unusual de- 
signs, better production and lower cost. 


The Sprayit Model FL Flock Gun is 
made of aluminum alloy and, conse- 
quently, is lignt in weight. It is equip- 
ped with a comfortable revolver grip 
which is said to be extremely easy to 
handle. All controls are located at the 
back of the gun, and the full range of 
adjustments, including changing from 
round to fan spray without adjusting 
the nozzle, permits the handling with 
ease of any grade or quality of flock, 
as well as glow beads or other types of 
powders. An important and desirable 
feature of the Model FL Flock Gun is 
said to be the location of an oil and 
moisture filter in the handle of the gun, 
thus eliminating any possibility of dam- 
pening the flock, which might cause it 





“ 


Sprayit Model FL Flock Spray Gun 


to become lump and clog the nozzle. 
The Model FL Flock Spray Gun can be 
operated successfully on the Sprayit 
Series 500, 600, or larger portable com- 
pressors, or any air line. 
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Flock is applied after a coat of sizing 
material has been applied to the surface 
by means of any regular Sprayit paint 
spray gun. The fllock is sprayed on im- 
mediately, while the sizing is_ still 
oe Model FL Flock Gun is avail- 
able complete with one-quart glass jar. 


DeBothezat Ventilator 


A power, roof ventilator is now being 
marketed by the DeBothezat Ventilat- 
ing Equipment Division of American 
Machine and Metals, Inc., East Moline, 
lll. This unit is said to provide positive 
ventilation at all times independent of 
all weather conditions. 

The ventilator, known as the power- 
flow roof ventilator, is said to offer a 
large volume of air per horsepower 
while maintaining low tip speeds. Quieter 
operation and increased efficiency are said 
to be obtained. Special aerodynamical 
design of the fan blades assures uniform 
velocity of air over the entire working 
face of the fan. Non-overloading power 
characteristics protect the fans against 
burned out motors. 

Entrance eddy losses are reduced to 
a minimum by a patented ‘‘Log Cone’”’ 
entrance ring. This is said to permit 
free entrance of air to the fan blades 
for expulsion. 

The DeBothezat roof ventilators are 
available in a wide range of sizes and 
capacities. 


Hanson-Van Winkle-Munning 
Scratch Brush 


A scratch brush designated as ‘‘Metl- 
Hub”’ brush is now being marketed by 
Hanson-Van Winkle-Munning Co., Mat- 
awan, New Jersey. 

The Metl-Hub brush has a one-piece 
circular metal hub of light weight al- 
loy metal. According to the manufac- 
turer. this hub will not warp, split, or 
check. The face of the hub permits the 
drilling of holes for the brush tufts 
close to the edge of the block. thus 
eliminating most of the projecting shoul- 
der and lessening the danger of the op- 
erator striking the work against the 
shoulder. The metal hub is of small 
size and due to its strength is said to 
permit the use of oversize arbor hole. 
This type of hub is said to always be 
in perfect balance, thus reducing power 
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costs, vibration, and wear on the spin- 
dles and motors. 


The holes for the tufts are automati- 
cally spaced, drilled and countersunk 





Hanson-Van Winkle-Munning Scratch Brush 


by machine to give the tuft a firm seat 
in the metal block. The holes are said 





R-700 


An unusual Rust Inhibitive. 
Dries with lacquer speed. 

Very flexible baking schedule. 
Resists salt spray remarkably. 
Very light in color. 


Ideal vehicle for bronze powders 
and pastes. 


Suggested wherever RUST is a 
production problem. 


Remarkably adherent as primer 
under baked finishes. 


Variations for special require- 
ments available. 


Our pamphlet will be gladly sent 
on request. 


The Varnish Products Co. 
5208 HARVARD AVENUE 
CLEVELAND, OHIO 
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to have no sharp edges which will cut 
the tuft. 

The tuft holes are set close together, 
thus reducing the space between the 
tufts and the rows of tufts, which re- 
sults in more continuous scratching and 
polishing action. Permanently tight 
tufts are assured by use of drawing 
wire of high tensile strength wedged 
individually into the sides of the holes. 
The Metl-Hub brush is designed to han- 
dle all types of wet work, since there 
is no danger of warping or splitting the 
hub. The brush is available in all diam- 
eters with any number of rows and in a 
variety of hub and arbor hole sizes. 
Steel, brass, and nickel silver wire of 
all sizes may be used, as well as Tam- 
pico bristle and hair. 





Barrett-Cravens Carboy Truck 


Designed to facilitate the handling of 
acids and caustics, the carboy truck 
shown in the illustration has_ been 
brought out by the Barrett-Cravens Co., 
3255 W. 30th St., Chicago, Ill. The truck 
is provided with two arms which can be 
spread apart by means of pressure on a 
readily accessible foot pedal and which 
are closed against the crate housing the 
carboy when the pedal is released. In 
use, the arms are raised against the 
cleats on either side of the crate, there- 
by lifting the crate from the floor and 
at the same time holding it firmly for 
transporting. With the truck, one man 


GRINDING 
& BUFFING 
WHEELS 


For Extraordinary 
SERVICE and 
ECONOMY 











ATLANTIC 
WEKA 


MANUFACTURERS OF 
35 Wooster St. 
New York, N.Y. PE Ta cries 














is said to readily handle full or empty 
carboys. 


The Barrett-Cravens 
features a _ welded 


Carboy Truck 
steel construction 





Barrett-Cravens Carboy Truck 


throughout with rigidly reinforced tubu- 
lar steel handles. It is light in weight, 
occupies a minimum of floor space, and 
is said to be easily maneuvered even 
over rough floors. 





Truflo Aluminum Alloy 
Wall Fan 


The Truflo Fan Co., 536 Main St., 
Harmony, Pa., announces two series of 
wall fans of aluminum alloy construc- 
tion ranging in diameters from 12 to 36 
in. and from 42 to 48 in., and employ- 
ing four and six-blade propellers re- 
spectively. Motors range from 1/40 to 
7% h.p. with a maximum capacity of 
40,000 cu. ft. of air per minute. 


Illustrated herewith is a 30-in. diame- 
ter four-blade propeller fan commonly 
used for exhaust purposes. When de- 
sired, this fan can be supplied with a 
guard and automatic shutters. The 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


KEYSTONE EMERY 


TURKISH — NAXOS — AMERICAN 
Write for Sample 


4316 Paul St., Phila, Pa. 
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frame and propeller blades are of high 
tensile aluminum alloy and each is cast 
in one piece. Such construction is said 
to permit proper balance at high 





is 


Truflo 30-In. Diameter Four-Blade Propeller 
Fan 


speeds, thus reducing excessive weight 
on the motor shaft and ensuring as 
nearly as possible perfect running bal- 
ance. This principle of construction is 
also said to eliminate power loss and 
to increase air velocity. The wheel is 
mounted directly on the motor shaft. 


Truflo Aluminum Alloy Wall Fans can 
be designed for any available current. 
Motors are available for single and vari- 
able speeds with horizontal or vertical 
mountings. Speeds of the larger fans 
range from 340 to 860 r.p.m. and those 
of the smaller fans from 715 to 1,750 
r.p.m. 





Gyromix Mixer 


The Mixing Machine Co., 500 Taylor 
Bldg., Rochester, N. Y., has placed on 
the market an industrial and labora- 


tory mixing unit to be known as the 
“Gyromix.”’ 


The Gyro mixing machine 





is said to be a precision type unit which 
thoroughly mixes materials in a mini- 
mum time at a minimum cost. It is 
especially designed to twist a fast 
stream of material through the mix 
against the bottom and sides of the 
tank. As the fast stream circulates 
back through the mix, it is intercepted 
by a larger, slower stream twisting in 
the opposite direction. In this manner, 
two currents moving at different speeds 
in different directions are continually 
circulating within the tank. 


Gyromix horizontal units are designed 
and built in 1/12 h.p. laboratory size 
up to 50 h.p. commercial units. The 
vertical units are designed and built in 
1/12 h.p. laboratory size up to 10 h.p. 
commercial units. 


Vitra-Carlite Hammerkraft and 
Vitra-Carlite Spatter 


Two finishes, to be known as Vitra- 
Carlite Hammerkraft and Vitra-Carlite 
Spatter, have been placed on the mar- 
ket by Hilo Varnish Corp., 42-60 Stew- 
art Ave., Brooklyn, N. Y. These finishes 
are said to be designed for use where 
beauty and durability are prime re- 
quisites, such as on circulatory heaters, 
coal and oil furnaces, hot water heat- 
ers, stove shells, and so on. Both fin- 
ishes are said to have excellent adhesion, 
heat resistance, and toughness. The 


Cleans, etches,-and 


prepares metal for a 
perfect finishing job. 


It can help your product. 
RUSTICIDE PRODUCTS CO. 


3125 Perkins Ave . Cleveland, Ohio 
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NEW LOW COST PLATING 


with HOBART Electroplating Equipment 
HOBART BROS. CO., PF-540, Troy, Ohio, U. S. A. 
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hammered and spatter effects require 
but two spray operations and only one 
bake. The length of baking is 20 min- 
utes at 300 deg. F. 





Jackson Paint Spray Hood 


Workmen engaged in paint spraying 
operations are said to be provided with 
ample protection by means of a spray- 
ing hood which is now being marketed 
by Jackson Electrode Holder Co., 15118 
Mack Ave., Detroit, Mich. The hood is 
a tailored, black, rubberized fabric, with 
a comfortable headgear equipped with 
an extra wide sweatband. 

Air supply for the hood can be con- 
ducted from the plant air line through 
a flexible hose attached to the opera- 
tor’s belt. Twenty-four vents permit 
fresh air to issue in a cascade over the 
operator’s face and out through a clear 
opening in front of his eyes. The air 
flow sweeps fumes and dust away from 
the operator. 


The opening of the Jackson hood is 
cut in a black fibre unit which can be 
easily removed from the hood and re- 
placed by a similar unit having a stand- 





What Do You Demand 
In a Good Hotel? 


Do you like well-appointed, homelike 
rooms, comfortable beds, good food 
at reasonable prices, a safe place for 
your car? 


Must your hotel be conveniently lo- 
cated to business, stores, theatres? 


If those are the 
things you demand 
in a good hotel, 
you'll like Hotel 
Lafayette. 


RATES 

- . $2.50 up 
| Double .. 4.00 up 
| Special rates for 4 
| or more. 
| 













Single 


Write for Folder K. 


| 
7 Ac(VAFAYETTE 


BUFFALO, N.Y. 
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Jackson Paint Spray Hood 


ard 6% x 9% in. clear plastacele win- 
dow. The window unit can be used 
when protection from dust is desired. 
The entire assembly is light and com- 


fortable and a quick acting attachment | 


provides an easy method for connecting 
the air supply hose to a plant air line. 


Titchener Knitted Wire Tubing 


High electrical resistance and high 
tensile, compression, and _ torsional 
strength are among the features of a 
knitted wire tubing now being mar- 
keted by E. H. Titchener & Co., Wal- 
nut St. and Erie R.R., Binghamton, 
N. Y. This tubing consists of rows of 
resilient. wire loops which are _inter- 
locked with other rows to form a con- 
tinuous seamless tube. This interlock- 
ing or knitting process is with only one 
strand of wire. Wire of varying gauges 
can be used and the tubing can be 
manufactured in many diameters and in 
practically any length. 

According to the manufacturer, one 
combination of wire gauge, mesh size, 
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Illustration Showing Several Sizes of 
Titchener Knitted Wire 


and diameter will produce a tube of 
great flexibility while another combina- 
tion will make a tube of rigid construc- 
tion which, when bent or formed, will 
retain any desired shape or 
Whether a flexible tube or rigid tube 
is made, both are said to possess the 
same resistance to deformation. 

The manufacturer states that knitted 
wire can be piated, rust-proofed, enam- 
eled, or coated as readily as any other 
bright steel product and can be cov- 
ered with rubber, silk, or fabric. Due 
to its unique and unusual appearance, 
the knitted wire tubing is said to find 
wide application in the decorative and 
display fields. In applications of this 
type, the tubing is used mainly with 
bright chrome and nickel] finishes. 
Titchener Knitted Tubing can also be 
used as a protective covering for hose 
and hose connections and for light cords 
on electrical appliances; as a wire cov- 
ering for moving parts in machinery, 
for flexible shafts or belt drives; or as 
a non-slip grip for tool handles, brooms, 
brushes, and so on. 


Quincy Light Weight Air 
Compressor 


To meet the demand for a compact, 
light weight air compressor suitable for 
low pressure service, the Quincy Com- 
pressor Co., Quincy, IIll., has brought 
out an improved single stage compres- 
sor of the types shown herewith. This 
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compressor is built in two models 
designated as the X-2 and X-8. 


Model X-2 is a single stage, 
single cylinder compressor weigh- 
ing only 15 lbs. and is designed 
for piston displacements up to 2.8 


c.f.m. at a maximum speed of 
875 r.p.m. Model X-8 is a single 
stage, duplex cylinder compres- 
sor and weighs 31 lbs. It has a 


piston displacement of 8.7 c.f.m. 
at maximum speed. The cylinders 
and crankcases on both models 
are cast in one piece, thus elimi- 
nating excess weight and simpli- 
fying construction. 


The Quincy Light Weight Air 
Compressor incorporates many of 
the mechanical features found on 
the larger air cooled compressors 
in the Quincy line. The crank- 
shaft is a drop forging from 1035 
SAE heat-treated steel, bal- 
anced perfectly with integral counter- 
weights. Aluminum alloy connecting 
rods are standard equipment. The 
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(Left) Model 


sor. 


compressor, 


crankcase is totally-.nclosed and dust- 
proof, and lubrication. is of constant 
level splash type. Cooling is accom- 


plished by means of deep horizontal 
fins on the cylinder. 

The compressor is equipped with disc 
clock spring steel valves which 


type, 
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are mounted in the heag. 
Each valve can be removeg 
individually for inspection 
without disturbing the 
other valves. Pistons of the 
compressor are of alloy 
iron fitted with two com. 
pression rings and one oj] 
control ring. The main 
bearings are made of hard 
rolled bronze. Where suc. 
tion valve unloading for 
continuous pressure service 
is required, a Quincy VD 
unloader can be_ supplied. 


X-2 is a single stage, single cylinder compres- 
(Right) Model X-8 is a single stage, duplex cylinder 


Baertex Floor and Dado Enamel 


An abrasion-resisting, synthetic en. 
amel for interior use on concrete floors, 
to be known as Baertex Floor and Dado 
Enamel, has been placed on the market 
by Baer Brothers, 488 W. 37th St., New 
‘York City. This finishing material is 
available in battleship gray and in a 
variety of 21 other colors. 

Baertex Floor and Dado Enamel is 
recommended for any interior surface 
where a glossy, long-wearing, overnight- 





Baertex Floor and Dado Enamel 


drying finish is desired. This finishing 
material is said to have an average 
covering power of 600 to 700 sq. ft. per 
gallon. It is also said to have remark- 
able resistance to abrasion. 





Mention PRODUCTS FINISHING when 
writing to advertisers. Your cooperation 
will be appreciated both by the adver- 
tiser and this magazine. 
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